AR ‘ 9914540 0764 0040120

Mr. John Grantham FLUOR DANIEL, INC.
State of Washington
Department of Ecology

Nuclear & Mixed Waste Program Date: April 15, 1993
P, 0. Box 47600
Olympia, WA 98504-7600 Reference: Hanford Waste Vitrification Plant

DOE Contract DE-AC06-86R110838
Fluor Contract 8457

Transmittal No.: WDOE-395

Dear Mr. Grantham:
TRANSMITTAL

We enclose__* copy of the items listed below. These are issued per US-DOE request.
%2 FULLSIZE BLUELINES (ROLLED), 1 REDUCED & 2 SPECIFICATIONS

Response due to Fluor: N/A
Responds to:_PACKAGE PO6B

NUMBER T REV | DATE | TITLE
T SMITTAL ATTACHMENT | --=--- T POAE PACKAGE
MELTER POUR AND DRAIN TURNTABLE
[}
i
1
i
'
Distrioution:
Reference: FRP-881, FUP-432
R. L. Long: DOE-RL w/0 Very truly yours,

TWP/AME Corresp Cntrl Cntr, MSIN A5-10
{P06B PACKAGE) ,w/0

P. Felise, WHC-RL (MSIN G6-16), w/lF, SPEC
W@%ﬂ*‘pﬂ“ ﬂha‘éement Center

(MSIN H6-08), 'w/1F, 1 SPEC

D. Duncan, US EPA, Region X w/0

R. [§. Poulter

RS P% 1h



PAGE 1 Time: 10:13 AM
DATE 04/07/93

CONTRACT BOBAS734 HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF SPECIFICATION FOR PKG PO6B

SPEC PKG SEC
DISC  PACKAGE NUMBER REV SPECIFICATION TITLE REV  SECTION SECTION TITLE REMARKS
PO6B B-595-P-P06B 0 MELTER POUR AND DRAIN TURNTABLE

0 01730 OPERATION AND MAINTENANCE DATA

05060 WELDING STRUCTURAL

Y 13252 PRECAUTIONS FOR FABRICATION, HANDLING
AND STORAGE OF STAINLESS STEEL AND
NICKEL ALLOYS

14601 POUR TURNTABLE

14602 DRAIN TURNTABLE

14603 CABLE REEL ASSEMBLY

14604 TRACK AND CATCH PAN ASSEMBLY

15196 IDENTIFICATION AND TAGGING METHODS FOR
MECHANICAL EQUIPMENT

16120 SOLDERING - ELECTRICAL

o

Qo0 o0 0 o

o~
o
o

40 0 16151 MOTORS- INDUCTION FOR RADIDACTIVE
SERVICE

&0 0 16610 ELECTRICAL REQUIREMENTS FOR PACKAGED
EQUIPMENT

0 17857 LOCAL CONTROL PANELS FOR POUR AND
DRAIN TURNTABLES
70 0 17886 INSTR FURNISHED W/MECH EQPT LOAD CELL
SIGNAL CONDITIONER POUR & DRAIN
TURNTABLES

00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL , 40/MECHANICAL, 50/PIPING, S1/FIRE PROTECTION,
60/ELECTRICAL, TO/CONTROL SYSTEMS, 90/MISCELLANEOUS



PAGE 2 Time: 10:13 AM
DATE 04707/93

CONTRACT 80845734 HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF SPECIFICATION FOR PKG POGE

SPEC PKG SEC
DISC  PACKAGE NUMBER REV SPECIFICATION TITLE REV  SECTION SECTION TITLE REMARKS
B-595-p-p04B 0 MELTER POUR AND DRAIN TURNTABLE

0 17908 INSTRUMENTS FURI]SﬁED WITH MECHANICAL
EQUIPMENT POUR AND DRAIN TURNTABLES

14

Zi-. Records printed: 14

00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL , 40/MECHANICAL , 50/PIPING, 51/FIRE PROTECTION,
G0/ELECTRICAL , TO/CONTROL SYSTEMS, 90/MISCELLANEOUS



PAGE 1 Time: 11:17 AN
DATE 04/07/93
CONTRACT 80845734 HANFORD WASTE VITRIFICATION PLANT

COORDS LISTING OF DRAWINGS FOR PKG P06B

DRAWING SHT SIGNATURE
DISC  PACKAGE NUMBER NO. REV DATE DRAWING TITLE REMARKS
POSB H-2-116013 1 0 04/06/93 MELTER POUR & DRAIN TURNTABLE TITLE SHEET
POSE H-2-1156014 1 0 04/06/93 MELTER POUR & DRAIN TURNTABLE DRAWING INDEX
POsE H-2-116014 2 0 04/06/93 MELTER POUR & DRAIN TURNTABLE DRAWING INDEX
PO&E H-2-120302 1 1) 04/06/93 TU-130-001 POUR TURNTABLE PARTS LIST & NOTES
pO6B h-2-120302 2 0 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
PO&B H-2-120302 3 0 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
PO&B H-2-120302 4 0 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
poéB H-2-120302 5 0 04706/93 TU-130-001 POUR TURNTABLE ASSEMBLY
PO4B H-2-120302 6 0 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
POSB K-2- 120302 7 ) 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
POSB H-2-120302 8 0 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
PO&8 H-2-120302 9 0 04706793 TU-130-001 POUR TURNTABLE ASSEMBLY
PO6B H-2-120302 10 0 04/06/93 TU-130-001 POUR TURNTABLE ASSEMBLY
PO&E H-2-120302 11 0 04706793 TU-130-001 LIMIT SWITCH BRACKET WELDMENT
40 PO6B H-2-120302 12 0 04/06/93 TU-130-001 DRIVE ARM & PLUNGER ASSEMBLIES
40 PO&B H-2-120302 13 0 04/06/93 TU-130-001 BASE WELDMENT
40 PO6B H-2-120302 14 0 04/06/93 TU-130-001 WHEEL COVER DETAILS
40 PO6B H-2-120302 15 0 04/06/93 TU-130-001 WHEEL COVER ASSEMBLY
40 P0O68 H-2-120302 16 0 04706793 TU-130-001 BEVEL GEAR
40 PO6B H-2-120302 17 0 04/06/93 TU-130-001 ASSEMBLY & DETAILS
40 PO4B H-2-120302 18 0 04/06/93 TU-130-001 DETAILS
40 POéB H-2-120303 1 0 04/06/93 TU-130-001 CANISTER GUIDE WELDMENT
40 PO6B H-2-120303 2 0 04/06/93 TU-130-001 CANISTER GUIDE DETAILS
40 PO6B H-2-120304 1 0 04/06/93 TU-130-001 CART, SPIDER DRIVE SUPPORT ASSEMBLY

00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL , 40/MECHANRICAL , 50/PIPING, S1/FIRE PROTECTION,
60/ELECTRICAL, 7O/CONTROL SYSTEMS, Q0/MI1SCELLANEOUS



PAGE 2
DATE 04/07/93

CONTRACT 80845734 -

HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF DRAWINGS FOR PKG PO&B

Time: 11:17 AM

DRAWING SHT SIGNATURE
DISC  PACKAGE NUMBER NO. REV DATE DRAWING TITLE REMARKS
40 PO6B H-2-120304 2 0 04706/93 TU-130-001 CART, SPIDER DRIVE SUPPORT DETAILS
;Zflﬁ POGB H-2-120305 1 0 04/06/93 TU-130-001 POUR TURNTABLE CART DRIVE PARTS LIST & NOTES
';;iio PO6B H-2-120305 2 (1) 04706793 TU-130-001 CART DRIVE SUPPORT DETAILS
‘f_,;o PO6B H-2-120306 1 0 04706793 TU-130-001 SPIDER DRIVE MOTOR PARTS LIST & NOTES
~"30 PO48 H-2-120306 2 0 0&/06/93 TU-130-001 SPIDER DRIVE MOTOR ASSEMBLY
,.;30 PO6B H-2-120306 3 0 04/06/93 TU-130-001 SPIDER DRIVE MOTOR ASSEMBLY
ieeg ) POSB H-2-120306 4 0 04/06/93 TU-130-001 MOUNTING PLATE
::Q;:;O PO&B H-2-120306 5 0 04/06/93 TU-130-001 LIMIT SWITCH MOUNTING ASSEMBLY
40 pO&E H-2-120306 (] o 04706793 TU-130-001 SPIDER DRIVE MOTOR FRAME WELDMENT
40 P068 H-2-120306 7 0 04706/93 TU-130-001 SPIDER DRIVE MOTOR FRAME WELDMENT
40 FOSB H-2-120306 ) 0 04/06/93 TU-130-001 SPIDER DRIVE MOTOR FRAME WELDMENT
40 PO6B H-2-120306 9 0 04706/93 TU-130-001 SPIDER DRIVE MOTOR DETAILS
&0 PO&B H-2-120306 10 0 04706793 TU-130-00% SPIDER DRIVE MOTOR DETAILS
40 PO&B H-2-120306 1" 0 04/706/93 TU-130-001 SPIDER DRIVE MOTOR DETAILS
40 PO6B H-2-120306 12 0 04/06/93 TU-130-001 SPIDER DRIVE MOTOR DETAILS
40 PO&B H-2-120306 13 0 04/06/93 TU-130-001 PILLOW BLOCK SUPPORT
40 PO&B H-2-120306 14 0 04/706/93 TU-130-001 SHAFT EXTENSION ASSEMBLY
40 PO&E H-2-120307 t a 04706793 TU-130-001 OUTER RAIL PARTS LIST & NOTES
40 PO&B H-2-120307 2 0 04/06/93 TU-130-001 QUTER RAILS
40 POGE W-2-120307 3 0 04,06/93 TU-130-001 INNER RAILS
40 P068 H-2-120308 1 o 04/06/93 TU-130-001 CART DR MOT ASSY PARTS LIST k NOTES
40 PO6B N-2-120308 2 0 04/06/93 TU-130-001 CART DRIVE MOTOR WELDMENT
40 PO68 H-2-120308 3 0 04/06/93 TU-130-001 LART DRIVE MOTOR SPLASH GUARD ASSY
40 POGB H-2-120308 4 0 04/06/93 TU-130-001 CART DRIVE MOTOR DETAILS
00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL, 30/ARCHITECTURAL , 40/MECHANICAL SO0/PIPING, 51/FIRE PROTECTION,
S0/ELECTRICAL , TO/CONTROL SYSTEMS, 90/M1 SCELLANEOUS



PAGE 3
DATE 04/07/93

CONTRACT 80845734

Time: 11217 AM

HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF DRAWINGS FOR PKG PO6B

DRAMING SHT SIGNATURE
DISC PACKAGE  NUMBER NO. REV  DATE DRAWING TITLE REMARKS
40 POGB H-2-120309 1 o 04/06/93  TU-130-001 CANISTER DOLLY ASSEMBLY PARTS LIST & NOTES
A0 0GB H-2-120309 2 o 04/06/93  TU-130-001 CANISTER DOLLY ASSEMBLY
%0  PO&B H-2-120309 30 04/06/93  TU-130-001 CANISTER DOLLY TRUNNION LIFTING WELDMENT & DETS
A0 posB H-2-120309 4 0 04/06/93  TU-130-001 CANISTER DOLLY WELDMENT
30  POSB H-2-120309 5 0 06/06/93  TU-130-001 CANISTER DOLLY TOP PLATE DETAIL
30 rpose H-2-120309 6 © 04/06/93  TU-130-007 CANISTER DOLLY BASE PLATE DETAIL
T=40  POSB H-2-120309 7 0 04/06/93  TU-130-001 CANISTER DOLLY BODY DETAILS
=40  POGB H-2-120309 g8 0 04/06/93  TU-130-001 CANISTER DOLLY WHEEL MOUNTING PLATE DETAIL
40 POSB H-2- 120309 $ 0 04/06/93  TU-130-001 CANISTER DOLLY COVER DETAIL
40  POSB H-2-120310 1 o 04/06/93  TU-130-001 LIFTING TRUNNION WELDMENT PARTS LIST & NOTES
40  POSB H-2-120310 2 o0 04/06/93  TU-130-001 LIFTING TRUNNION WELDMENT DETAILS
40 POSB H-2-120311 1 0 04/06/93  TU-130-001 CART SUPPORT ASSEMBLY PARTS LIST & NOTES
40 posB H-2-120311 2 0 04/06/93  TU-130-001 CART SUPPORT DETAILS
40 POSB H-2-120312 1 0 04/06/93  TU-130-001 CART DRIVE PARTS LIST & NOTES
40 POGB H-2-120312 2 o 04/06/93  TU-130-001 CART DRIVE ASSEMBLY
40  POSB H-2-120312 3 0 04/06/93  TU-130-001 SPLASH GUARD WHEEL DRIVE LEFT SIDE ASSEMBLY
40  POSB H-2-120312 4 o0 04/06/93  TU-130-001 SPLASH GUARD WHEEL DRIVE RIGHT SIDE ASSEMBLY
40  POSB H-2-120312 5 0 04/06/93  TU-130-001 CLUTCH COUPLING COVER AND SUPPORT ASSEMBLY
40 P0G H-2-120312 6 0 04/06/93  TU-130-001 SPLASH GUARD WHEEL ORIVE LEFT SIDE DETAILS
40  POB H-2- 120312 7 0 04/06/93  TU-130-001 SPLASH GUARD WHEEL DRIVE RIGHT SIDE DETAILS
40  POSB H-2-120312 8 ¢ 04/06/93  TU-130-001 CLUTCH COUPLING COVER DETAILS
0  POSB H-2- 120312 9 0 04/06/93  TU-130-001 CLUTCH COUPLING DETAILS
40 POSB K-2-120392 0 o 04/06/93  TU-130-001 SHAFT AND SPACER DETAILS
40 posB H-2-120392 11 o 04/06/93  TU-130-001 MODIFIED GEARED WHEEL DETAIL
O0/PIPING & INSTRUMENT DIAGRAMS,  OS/CIVIL,  10/HVAC,  20/STRUCTURAL,  30/ARCHITECTURAL,  4O/MECHANICAL,  S5O/PIPING,  51/FIRE PROTECTION,

60/ELECTRICAL,

70/CONTROL SYSTEMS,

S0/MISCELLANEOUS



PAGE &
DATE 04/07/93
CONTRACT 80845734

Time: 11:17 AN

HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF DRAWINGS FOR PKG POGB

DRAVING SHT SIGNATURE
DISC PACKAGE  NUMBER NO. REV  DATE DRAWING TITLE REMARKS
(40 POSH H-2-120313 1 0 04/06/93  TU-130-001 FIXED STOP ASSEMBLY PARTS LIST & NOTES
40  POSB H-2-120313 2 o0 04/06/93  TU-130-001 FIXED STOP WELDMENT & PLUNGER
%0  Pose H-2-120313 30 04/06/93  TU-130-001 FIXED STOP DETAILS
_ %0 posB H-2-120314 1 0 04/06/93  TU-130-001 SPIDER DRIVE ASSEMBLY PARTS LIST & NOTES
~CHO POSE H-2-120314 2 o 04/06/95  Tu-130-001 VELOMENT, DRIVE BASE & SUB-WELDMENT
%0 POSB H-2-120314 30 04/06/93  Tu-130-001 SPIDER DRIVE DETAILS
=40 POSB H-2-120314 “ 0 04/06/93  Tu-130-001 SPIDER DRIVE RAIL DETAILS
=40 Po6s H-2-120314 5 0 04/06/95  Tu-130-001 SPIDER DRIVE DETAILS
4 poce H-2-120314 6 0 06/06/93  TU-130-001 SPIDER DRIVE WELDMENT DETAILS
40  Poce H-2-120314 7 0 04/06/95  TU-130-001 SPIDER DRIVE DETAILS
4%  Ppose H-2-120315 1 0 04/06/93  TU-130-001 CART ASSEMBLY PARTS LIST & NOTES
40 POSB H-2-120315 2 o0 04/06/93  TU-130-001 CART ASSEMBLY
40  poss H-2-120315 30 04/06/95  TU-130-001 CART ASSENBLY
40 posB H-2-120316 10 04/06/93  TU-130-001 UPPER FRAME ASSEMBLY PARTS LIST & NOTES
4 POSB H-2-120316 2 o0 04/06/93  TU-130-001 UPPER FRAME ASSEMBLY
40  pose H-2-120316 3 0 04/06/93  TU-130-001 UPPER FRAME ASSEMBLY
4“0  POSB H-2-120316 & 0 04/06/95  Tu-130-001 UPPER FRAME ASSEMBLY
40 POsB N-2-120316 C 04/06/93  TU-130-001 SUPPORT RAIL A ASSEMBLY & DETAILS
40 Pose H-2-120316 6 o 04/06/93  TU-130-001 SUPPORT RAIL B ASSEMBLY & DETAILS
40 PGB H-2-120316 7 0 04/06/95  TU-130-001 SUPPORT RAIL C ASSEMBLY & DETAILS
40  PosE H-2- 120316 8 0 04/06/93  TU-130-001 SUPPORT RAIL D ASSEMSLY & DETAILS
40  Po6B H-2-120316 9 o0 04/06/93  TU-130-001 UPPER FRAME DETAILS
40  posB H-2-120316 10 0 04/06/95  TU-130-001 UPPER FRAME DETAILS
40  posB H-2-120316 1m0 04/06/93  TU-130-001 UPPER FRAME DETAILS
00/PIPING & INSTRUMENT DIAGRAMS,  OS/CIVIL,  10/HVAC,  20/STRUCTURAL,  3O/ARCHITECTURAL,  4O/MECHANICAL,  SO/PIPING,  S1/FIRE PROTECTION,
60/ELECTRICAL,  70/CONTROL SYSTEMS,  90/MISCELLANEQUS



PAGE 5
DATE 04707793
CONTRACT 80845734

Time: 11:17 AM

HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF DRAWINGS FOR PKG P04

DRAWING SHT SIGNATURE
DISC  PACKAGE NUMBER NO. REV DATE DRAWING TITLE REMARKS
w0 PO&B H-2-120317 t 0 04706793 TU-130-001 LOWER FRAME ASSY PARTS LIST & NOTES
’rf* 40 POSE H-2-120317 2 0 04/06/93% TU-130-001 POUR TURNTABLE LOWER FRAME ASSEMBLY
- POSE H-2-120317 3 o 04/06/93 TU-130-001 LOWER FRAME ASSEMBLY
Eigo POSE H-2-120317 4 0 04/06/93 TU-130-001 LOWER FRAME BEAMS SECTIONS
50 PO6B R-2-120317 5 0 04/06/93 TU-130-001 STOP FIXED HOLDER DETAILS
ﬁ;hf:ao POGB H-2-120317 é 0 04/06/93 TU-130-00T ROLLER DRUM & BRACKET ASSY DETAILS
?‘“io PO6B H-2-120317 7 1] 04706/93 TU-130-001 LOWER FRAME ASSEMBLY PARTS DETAILS
;3?"‘-:;;0 POGB H-2-120317 8 0 04/06/93 TU-130-001 LOWER FRAME ASSEMBLY PARTS DETAILS
40 PO&6B H-2-120318 1 0 04706/93 TU-130-001 CAROUSEL ASSEMBLY
40 PO&B H-2-120318 2 0 04/06/93 TU-130-001 CAROUSEL ASSEMBLY
40 P0&8 H-2-120318 3 0 04/06/93 TU-130-001 CAROUSEL DETAILS
40 POSB K-2-120318 [ 0 04/06/93 TU-130-001 CAROUSEL SUB-WELDMENT
40 POSB H-2-12031% 1 0 04/06/93 TU-130-001 CONDUIT & CABLE ASSEMBLY
40 PO&R H-2-120319 2 0 04/06/93 TU-130-001 CONDUIT & CABLE ASSEMBLY
40 POGB H-2-120319 3 0 04706793 TU-130-001 CONDUIT & CABLE ASSEMBLY
40 PO&B H-2-120319 & 0 04706793 TU-130-001 CONDUIT & CABLE ASSEMBLY
40 POéB K-2-120319 -] 0 04/06/93 TU-130-001 CONDUIT & CABLE ASSY DETAILS
40 POSB H-2-120319 6 0 04706/93 TU-130-001 CONDUIT & CABLE ASSY DETAILS
40 PO&B H-2-120319 7 0 04/06/93 Tu-130-001 CONDUIT & CABLE ASSY DETAILS
40 PO6B H-2-120320 1 0 04/06/93 TU-130-001 CART HEAT SHIELD SUPPORT
40 POSB H-2-120368 1 0 04/06/93 TU-130-002 DRAIN TURNTABLE PARTS LIST & NOTES
40 POSB H-2-120348 ] 0 04/06/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
40 POSB K-2-120358 3 0 04706/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
40 POGB H-2-120368 4 0 04/06/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
00/PIPING & INSTRUMENT DIAGRAMS, 05/CIViL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL 40/MECHANICAL, 50/PIPING, 51/FIRE PROTECTION,

60/ELECTRICAL,

70/CONTROL SYSTEMS,

90/MISCELLANEOUS



PAGE &
DATE 04/07/93
CONTRACT 80845734

Time: 11:17 AM

HANFORD WASTE VITRIFICATION PLANT
COORDS LISTING OF DRAWINGS FOR PKG POSB

DRAWING SHT SIGNATURE
DISC  PACKAGE  NUMBER NO.  REV DATE DRAWING TITLE REMARKS
0 POGE H-2- 120368 5 0 04/06/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
™40 POGS H-2-120368 6 0 04706/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
=40 POSB H-2-120368 7 0 04/06/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
b0 PO4B K-2-120368 8 0 04/06/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
PE40 POGB K-2-120368 9 0 04/06/93 TU-130-002 DRAIN TURNTABLE ASSEMBLY
2{"340 POSB H-2- 120368 16 0 04/06/93 TU-130-002 DRIVE ARM ASSEMBLY & DETAILS
=40 POSB H-2- 120368 1M o0 04/06/93 TU-130-002 WHEEL COVER ASSEMBLY & DETAILS
.40 POSE H-2-120368 12 0 04/06/93 TU-130-002 WHEEL COVER ASSEMBLY & DETAILS
40 POSB H-2-120368 13 0 04/06/93 TU-130-002 BASE WELDMENT
40 POSS H-2-120368 1% 0 04/06/93 TU-130-002 DRAIN TURNTABLE DETAILS
40 POGE H-2- 120368 15 0 04/06/93 TU-130-002 ENCLOSURE MTG BRACKET ASSEMBLY & DETAILS
40 POSB H-2-120368 1% 0 04/06/53 TU-130-002 DRAIN TURNTABLE DETAILS
40 POGB H-2-120368 17 0 04/06/93 TU-130-002 DRAIN TURNTABLE DETAILS
40 POSS H-2-120368 18 0 04/06/93 TU-130-002 DRAIN TURNTABLE DETALLS
40 POSB K-2-120368 19 o0 04/06/93 TU-130-002 LIMIT SWITCH WELDMENT
40 POGB K-2-120368 20 0 04/06/93 TU-130-002 DRAIN TURNTABLE SECTIONS & VIEWS
40 POGE K-2-120369 1 0 04/06/93 TU-130-002 CANISTER GUIDE WELDMENT PARTS LIST & NOTES
40 PO6R H-2-120369 2 0 04/06/93 TU-130-002 DRAIN TURN TABLE CANISTER GUIDE DETAILS
40 POGE H-2- 120370 1 o 04/06/93 TU-130-002 CANISTER DOLLY ASSEMBLY PARTS LIST & NOTES
40 POSB K-2- 120370 2 © 04/06/93 TU-130-002 CANISTER DOLLY WELDMENT
40 P06E H-2-120370 3 0 04/06/93 TU-130-002 LIFTING TRUNNION WELDMENT
40 POSB H-2-120370 4 0 04/06/93 TU-130-002 CANISTER DOLLY TOP PLATE DETAIL
40 PO6B H-2-120370 5 0 04/06/93 TU-130-002 CANISTER DOLLY WHEEL MOUNTING DETA!L
40 P0G #-2-120370 6 0 04/06/93 TU-130-002 CANISTER DOLLY COVER DETAIL

00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL, 30/ARCHITECTURAL, 40/MECHARICAL , 50/PIPING, 51/FIRE PROTECTION,

S60/ELECTRICAL, 7O0/CONTROL SYSTEMS, 90/MISCELLANEOUS



PAGE 7 Time: 11:17 AM
DATE 04/07/93
CONTRACT 80845734 HANFORD WASTE VITRIFICATION PLANT

COORDS LISTING OF DRAWINGS FOR PKG P0&B

DRAWING SHT SIGNATURE
DISC PACKAGE  NUMBER NO. REV  DATE DRAWING TITLE REMARKS
w40 POGB H-2-120370 7 0 04/06/93 TU-130-002 LIFTING TRUNNION DETAILS
;ff POSB H-2-120370 8 © 04706/93 TU-130-002 CAMISTER DOLLY DETAILS
D POGB H-2-120371 1 0 04/06/93 TU-130-002 DOLLY RAILS OUTER RAIL
A& POSE H-2-120371 2 0 04706/93  TU-130-002 DOLLY RAILS INNER RAIL
%0 POSB H-2-120371 3 0 04/06/93 TU-130-002 DOLLY RAILS OUTER RAILS
%0 PosB H-2-120371 4 o 04/06/93  TU-130-002 DOLLY RAILS OUTER RAIL
e POSE H-2-120372 1 0 04/06/93 TU-130-002 DIMENSIONAL RECORD DRAWING
=40  PoB K-2-120372 2 © 04/06/93 TU-130-002 DIMENSIONAL RECORD DRAWING
40  POGB H-2-120372 3 0 04/06/93 TU-130-002 DIMENSIONAL RECORD DRAWING
40  POSB H-2-120374 1 0 04/06/93 TU-130-002 CAROUSEL ASSEMBLY
40  PO6B H-2-120374 2 0 04/06/93 TU-130-002 CAROUSEL ASSEMBLY
40  POSB H-2-120374 . S 04/06/93  TU-130-002 CAROUSEL DETAILS
40 POSB H-2-120374 & 0 04/06/93  TU-130-002 CAROUSEI SUB-WELDMENT
40 POSB R-2-120375 1 o0 04/06/93  TU-130-002 CANISTER LID CLOSURE SPRT ASSY PARTS LIST & NOTES
40 POGB H-2-120375 2 0 04/06/93  TU-130-002 CANISTER LID CLOSURE SUPPORT DET
40 PO6B H-2-120376 1 0 04/06/93  TU-130-002 LIFTING TRUNNION WELDMENT PARTS LIST & NOTES
40 POSB H-2-120376 2 o 04/06/93 TU-130-002 LIFTING TRUNNION DETAILS
40 POGB N-2-120377 1 0 04/06/93 TU-130-002 CART DR MOT ASSY PARTS LIST & NOTES
40  PosB H-2-120377 2 0 04/06/93 TU-130-002 CART DRIVE MOTOR WELDMENT
40  POSB H-2-120377 3 0 04/06/93 TU-130-002 CART DRIVE MOTOR WELDMENT DETAILS
40 POGR H-2-120377 & 0 04/06/93  TU-130-002 CART DRIVE MOTOR SPLASH GUARD ASSY
40  POGB H-2-120377 5 0 04/06/93  TU-130-002 CART DRIVE MOTOR SPLASH GUARD DET
40  POSB H-2-120378 1t o0 04/06/93  TU-130-002 SPIDER ORIVE ASSEMBLY PARTS LIST & NOTES
40  POGB H-2-120378 2 0 04/06/93  TU-130-002 WELDMENT DRIVE BASE & SUB-WELDMENT

00/PIPING & INSTRUMENT DIAGRAMS, 05/CIvIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL , 40/MECHANICAL , 30/PIPING, 51/FIRE PROTECTION,
60/ELECTRICAL, 70/CONTROL SYSTEMS, 90/MISCELLANEOUS
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;,,Pé.o PO&B H-2-120378 3 0 04706/9% TU-130-002 SPIDER DRIVE DETAILS
;*fm PO6B H-2-120378 4 0 04/06/93 TU-130-002 SPIDER DRIVE RAILS
D PO6B H-2-120378 5 0 04/06/93 TU-130-002 SPIDER DRIVE DETAILS
J\%’ P06 H-2-120378 6 1] 04/06/93 TU-130-002 SPIDER DRIVE DETAILS
B0 POGE H-2-120378 7 0 04/06/93 TU-130-002 SPIDER DRIVE DETAILS
:F:f:ﬂ PO4B H-2-120379 1 0 04706793 TU-130-002 DRAIN TURNTABLE CART ASSY, PARTS LIST AND NOTES
et} P0&B H-2-120379 2 0 04/06/93 TU-130-002 DRAIN TURNTABLE CART TOP VIEW
%:ﬁﬂ PDéB H-2-120379 3 0 04/06/93 TU-130-002 DRAIN TURNTABLE CART SIDE VIEW
40 POSB H-2-120380 1 0 04/06/93 TU-130-002 CART SPIDER DRIVE SPRT ASSEMBLY
40 PO&B H-2-120380 2 0 04/06/93 TU-130-002 CART SPIDER DRIVE SUPPORT DETAILS
40 PO6B H-2-120381 1 0 04706793 TU-130-002 CART BASE PARTS LIST & NOTES
40 POSB H-2-120381 2 0 04706793 TU-130-002 CART BASE ASSEMBLY
40 PO4B K-2-120381 3 ¢ 04/06/93  TU-130-002 CART BASE ASSEMBLY
40  POSB H-2-120381 & 0 04/06/93  TU-130-002 CART BASE ASSEMBLY
40 PO6B H-2-120381 5 0 04/06/93 TU-130-002 CART BASE WELDMENT
40  POGB H-2-120381 6 0 04/06/93  TU-130-002 CART BASE WELDMENT
40  POGB H-2-120381 7 © 04706/93  Tu-130-002 CART BASE MACHINING
40  POGB N-2-120381 8 0 04/06/93  TU-130-002 CART BASE BEAM WELDMENT
40  POGB H-2-120381 9 0 04/06/93  TU-130-002 CART BASE BEAM WELDMENT
40  PO&B H-2-120381 10 o0 04/06/93  TU-130-002 CART BASE WELDMENT
40 PO6B H-2-120381 11 0 04/06/93 TU-130-002 CART BASE DETAILS
40 P0&B H-2-120381 12 0 04706793 TU-130-002 CART BASE SUPPORT RAILS
40 POSB H-2-120381 13 0 04706793 TU-130-002 CART BASE SUPPORT RAILS
40 P0&B H-2-120381 14 14 04/06/93 TU-130-002 CART BASE SUPPORT RAIL DETAIL
00/PIPING & INSTRUMENT DIAGRAMS, 05/CIvVIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL , 40/MECHANICAL, 50/PIPING, S1/FIRE PROTECTION,
60/ELECTRICAL , 70/CONTROL SYSTEMS, 90/MISCELLANEOUS
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PO6B H-2-120381 15 0 04706793 TU-130-002 CART BASE DETAILS
PO&B H-2-120381 16 0 04/06/93 TU-130-002 CART BASE DETAILS
POSE H-2-120381 17 o 04/06/93 TU-130-002 CART BASE DETAILS
PO&B H-2-120381 18 0 04/06/93 TU-130-002 CART BASE DETAILS
POSB H-2-120381 19 0 04/06/93 TU-130-002 CART BASE DETAILS
POSE H-2-120381 20 0 04/06/93 TU-130-002 CART BASE DETAILS
PO6B H-2-120381 21 0 04/06/93 TU-130-002 CART BASE DETAILS
POGB H-2-120381 22 0 04/06/93 TU-130-002 CART BASE DETAILS
POSB H-2-120381 23 0 04/06/93 TU-130-002 CART BASE WELDMENT & DETAILS
P06B H-2-120382 1 0 04706793 TU-130-002 CART DRIVE SUPPORT ASSEMBLY PARTS LIST & NOTES
PO6B H-2-120382 2 0 04/06/93 Tu-130-002 CART DRIVE SUPPORT DETAILS
PO6B H-2-120382 3 0 D4/06/93 TU-130-002 CART DRIVE SUPPORT DETAILS
PO&B H-2-120383 1 0 04/06/93 TU-130-002 FIXED STOP ASSEMBLY PARTS LIST & NOTES
40 PO&B H-2-120383 2 0 04/06/93 TU-130-002 FIXED STOP WELDMENT & PLUNGER ASSEMBLY
40 POSB #-2-120383 3 0 04/06/93 TU-130-002 FIXED STOP DETAILS
40 PO&B H-2- 120384 1 0 04/06/93 TU-130-002 LIMIT SWITCH ASSEMBLY PARTS LIST & NOTES
40 PO&B H-2-120384 2 0 04/06/93 TU-130-002 LIMIT SWITCH ASSEMBLY PART DETAILS
40 PO6S H-2-120384 3 0 04/06/93 TU-130-002 LIMIT SWITCH ASSEMBLY PARTS DETAILS
40 PO&B H-2-120385 1 0 04/06/93 TU-130-002 CART DRIVE PARTS LIST & NOTES
40 P068 H-2-120385 2 0 04706/93 TU-130-002 CART DRIVE ASSEMBLY
40 PO6B H-2-120385 3 0 04/06/93 TU-130-002 CART DR SPLASH GUARD WHEEL DR RIGHT SIDE ASSY
40 PO6B H-2-120385 4 0 04/06/93 TU-130-002 CART DR SPLASH GUARD WHEEL DR RIGKT SIDE DETS
40 P68 #-2-120385 5 0 04/06/93 TU-130-002 CART DR SPLASH GUARD WHEEL DR RIGHT SIDE DETS
40 PGB #-2- 120385 -] 0 04/06/93 TU-130-002 CART DR SPLASH GUARD WHEEL DR LEFT SIDE ASSY

00/P1PING & INSTRUMENT DIAGRAMS, 05/CIvIL, 10/HVAC, 20/STRUCTURAL , J0/ARCHITECTURAL, 4O/MECHANICAL, 50/PIPING, 51/FIRE PROTECTION,
S0/ELECTRICAL, 7O/CONTROL SYSTEMS, 90/MISCELLANEQUS
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_ 40 posB H-2-120385 7 0 04/06/93  TU-130-002 CART DR SPLASH GUARD WHEEL DR LEFT SIOE DETS
40 POGB H-2-120385 8 o0 04/06/93  TU-130-002 CART DRIVE CLUTCH COUPLING COVER AND SUPPORT ASSY
‘40 POSB H-2-120385 9 0 04/06/93  TU-130-002 CART DRIVE CLUTCH COUPLING COVER DETAILS
x40 POSE H-2-120385 0 ¢ 04/06/93  TU-130-002 CART DRIVE CLUTCH COUPLING SUPPORT DETAILS
~Fluo poss H-2-120385 1m0 04/06/93  TU-130-002 CART DRIVE CLUTCK COUPLING SHAFT AND SPACER DETS
40 pose H-2-120385 12 0 04/06/93  TU-130-002 CART DRIVE MODIFIED GEAR WHEEL DETAIL
b POGB H-2-120386 1 o 04/06/93  TU-130-002 SPIDER DR MOT ASSY PARTS LIST & NOTES
=70 posB H-2-120386 2 0 04/06/93  TU-130-002 SPIDER DRIVE MOTOR WELDMENT
40 POSB H-2-120386 3 0 04/06/93  TU-130-002 SPIDER DRIVE MOTOR DETAILS
40 POSB H-2-120386 4« 0 04/06/93  TU-130-002 SPIDER DRIVE MOTOR HEAT SHIELD ASSY
4 P08 H-2-120386 5 0 04/06/93  TU-130-002 SPIDER DRIVE MOTOR HEAT SHIELD DETAILS
40  PosB H-2-120386 6 0 04/06/93  Tu-130-002 SPIDER DRIVE MOTOR HEAT SHIELD DETAILS
40 POB H-2-120388 10 04/06/93  TU-130-002 CONDUIT & CABLE ASSEMBLY PARTS LIST & NOTES
40 POGB H-2-120388 2 o 04/06/93  TU-130-002 CONDUIT & CABLE ASSEMBLY
40 POGB H-2-120388 3 0 04/06/93  TU-130-002 CONDUIT & CABLE ASSEMBLY
40 PosB H-2-120388 4 0 04/06/93  TU-130-002 CONDUIT & CABLE ASSEMBLY DETAILS
4  POsB H-2-120388 5 0 04/06/93  Tu-130-002 CONDUIT & CABLE ASSEMBLY DETAILS
40 POB H-2-120388 6 0 04/06/93  TU-130-002 CONDUIT & CABLE ASSEMBLY DETAILS
40  PosB N-2-120388 7 0 04/06/93  TU-130-002 CONDUIT & CABLE ASSEMBLY DETAILS
40 POSB H-2-120390 1 o0 04/06/93  TU-130-002 SUPPORT BRACKET WELDNENT PARTS LIST & MOTES
40 POSE H-2-120390 2 0 04/06/93  TU-130-002 LIMIT SWITCH SUPPORT DETAILS
40 POsB H-2-120392 10 04/06/93  TU-130-002 EMERGENCY PULL BAR ASSEMBLY
40 PO6B H-2-120392 2 0 04/06/93  TU-130-002 EMERGENCY PULL BAR WELDMENT
40  POSB H-2-120392 3 0 04/06/93  TU-130-002 EMERGENCY PULL BAR DETAILS
00/PIPING & INSTRUMENT DIAGRAMS,  O5/CIVIL,  10/WVAC,  20/STRUCTURAL,  30/ARCHITECTURAL,  4O0/MECHANICAL,  50/PIPING,  51/FIRE PROTECTION,

60/ELECTRICAL, TO/CONTROL SYSTEMS, 90/MISCELLANEOUS
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~.40  POSB H-2-120392 4 0 04/06/93  TU-130-002 EMERGENCY PULL BAR LIFTING LOOP
P40 PO6B H-2-120421 1 0 04/06/93  TU-130-001/002 CART DRIVE COUPLING ASSY PARTS LIST & NOTES
%0 PosB H-2-120421 2 0 04/06/93  TU-130-001 TU-130-002 COUPLING ASSEMBLY & DETAILS
B0 POGB H-2-120421 3 0 04/06/93  TU-130-001 TU-130-002 CART DRIVE COUPLING DETAILS
40 POE K-2-120422 1 0 04/06/93  TU-130-001/002 EMERGENCY PULL ROPE ASSY PARTS LIST & NOTES
%0 poss H-2-120422 2 0 04/06/93  TU-130-001 TU-130-002 EMERGENCY PULL ROPE DETAIL
TR0 POSB H-2-120422 30 04/06/93  TU-130-001 TU-130-002 EMERGENCY PULL ROPE DETAILS
40 POSB H-2-120423 1 o 04/06/93  TU-130-001/002 DOLLY PSNG GUIDE ASSEMBLY PARTS LIST & NOTES
40  POSB H-2-120424 10 04/06/93  TU-130-001/002 STRUCTURAL TBG WELDMENT PARTS LIST & NOTES
40  Po&B H-2-120425 1 0 04/06/93  TU-130-001/002 SPIDER DRIVE COUPLING ASSY PARTS LIST & NOTES
4  pose K-2-120425 2 0 04/06/93  TU-130-001 TU-130-002 SPIDER DRIVE COUPLING DETAILS
40 POGB H-2-120425 300 04/06/93  TU-130-001 TU-130-002 SPIDER DRIVE COUPLING DETAILS
4  PosB H-2-120426 1 0 04/06/93 TU-130-001/002 DOLLY WHEEL ASSEMBLIES PARTS LIST & NOTES
40  PosB H-2-120626 2 0 04/06/93 TU-130-001 TU-130-002 DOLLY WHEEL DETAILS
4 P68 H-2-120426 3 0 04/06/93  Tu-130-001 TU-130-002 DOLLY WHEEL DETAILS
4  PosB H-2-120427 1 0 04/06/93  TU-130-001 TU-130-002 CANISTER CENTERING GUIDE ASSEMBLY
40  posB H-2-120427 2 o 04/06/93  Tu-130-001 TU-130-002 CANISTER CENTERING GUIDE ASSEMBLY
40 Po6B #-2-120427 30 04/06/93  TU-130-001 Tu-130-002 CANISTER CENTERING GUIDE DETAILS
& PosB H-2-120427 6 0 04/06/93  TU-130-001 TU-130-002 CANISTER CENTERING GUIDE DETAILS
40 POGB H-2-120428 10 04/06/93  TU-130-001 TU-130-002 SCALE PLATFORM ASSEMSLY
40  POsB H-2-120428 2 0 04/66/93  TU-130-001 TU-130-002 SCALE PLATFORM WELDMENT
40 POsB H-2-120428 3 0 04/06/93  Tu-130-001 TU-130-002 SCALE PLATFORM RAILS
40 POSB H-2-120428 4 0 04/06/93  TU-130-001 TU-130-002 SCALE PLATFORM DETAILS
40  POGB H-2-120429 1 o 04/06/93  TU-130-001 TU-130-002 SCALE ASSEMBLY

00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHI TECTURAL , 40/MECHANICAL , S0/PIPING, 51/FIRE PROTECTION,
60/ELECTRICAL, TO/CONTROL SYSTEMS, 90/MISCELLANEOUS
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) PO6B H-2-120429 2 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY
40 POS6B H-2-120429 3 0 04706793 TU-130-001 TU-130-002 SCALE ASSEMBLY BASE WELDMENT
;@ PO6B H-2-120429 4 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY BASE WELDMENT
_20 PO6B H-2-120429 5 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY BASE WELDMENT
R0 POSB H-2-120429 6 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY BASE WELDMENT
;“:50 PO&8 H-2-120429 7 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY BASE WELDMENT
==rk() POSB H-2-120429 8 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY DETAILS
%0 PO6B H-2-120429 9 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY DETAILS
T 40 PO6B H-2-120429 10 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY DETAILS
40 POGB H-2-120429 11 0 04/06/93 TU-130-001 TU-130-002 SCALE ASSEMBLY DETAILS
40 POSB H-2-120430 1 0 04/06/93 TU-130-001 TU-130-002 LOAD CELL PARTS LIST & NOTES
40 PG6B H-2-120430 2 0 04/06/93 TU-130-001 TU-130-002 LOAD CELL BASE WELDMENT
40 PO6B H-2-120430 3 0 04/06/93 TU-130-001 TU-130-002 LOAD CELL DETAILS
40 PO68 H-2-120450 1 0 04/06/93 TU-130-001/002 ENCLOSURE ASSEMBLIES PARTS LIST & NOTES
40 PO6B H-2-120450 2 0 04/06/93 TU-130-001 TU-130-002 ENCLOSURE ASSEMBLIES
40 POSB H-2-120451 t 0 04/06/93 TU-130-001/002 FLEXIBLE METAL HOSE ASSY PARTS LIST & NOTES
40 PO&B H-2-120452 1 0 04/06/93 TU-130-001 SUPPORT STRUCTURE ASSEMBLY
40 PO&8 H-2-120452 2 0 04/06/93 TU-130-001 SUPPCRT STRUCTURE DETAILS
40 PO&E K-2-120452 3 0 04/06/93 TU-130-001 SUPPORT STRUCTURE DETAILS
40 P0&B H-2-120452 4 0 04/06/93 TU-130-001 SUPPORT STRUCTURE DETAILS
40 PO&E H-2-120460 1 0 04/06/93 TU-130-001 PTT DIMENSIONAL RECORD DRAWING
40 PO6B H-2-120460 2 0 04/06/93 TU-130-00% PTT DIMENSIONAL RECORD DRAWING
40 POSB H-2-120460 3 0 04/06/93 TU-130-001 PTT DIMENSIONAL RECORD DRAVING
40 PO&B H-2-120550 1 0 04/06/93 RA-130-009/010 TRACK & CATCH PAN ASSEMBLY PARTS LIST & NOTES
CO0/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL , 30/ARCHITECTURAL , 40/MECHANICAL, 50/PIPING, S51/FIRE PROTECTION,
60/ELECTRICAL, TO/CONTROL SYSTEMS, 90/RISCELLANEQUS
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-, 60 POGB H-2- 120550 2 o 04/06/93  RA-130-0097010 TRACK & CATCH PAN DETAILS
40  POSB H-2- 120550 3 0 04/06/93  RA-130-009/010 TRACK & CATCH PAN RAIL DETAILS
%0 POSB H-2-120550 4 0 04/06/93  RA-130-009/010 TRACK & CATCH PAN RAIL DETAILS
%0 Ppose H-2-120550 5 0 04/06/93  RA-130-009/010 TRACK & CATCH PAN DETAILS
m40  POGB H-2-120550 6 0 04/06/93  RA-130-009/010 TRACK & CATCH PAN DETAILS
40 poss H-2- 120552 1 0 04/06/93  RA-130-009/010 TRUNNION CAP ASSEMBLY PARTS LIST & NOTES
===40)  POSB H-2-120552 2 0 04/06/93  RA-130-009/010 TRUNNION CAP DETAILS
S40 PGB H-2-120553 1 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN ASSY PARTS LIST & NOTES
40 Ppose K-2-120553 2 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN ASSEMBLY
40  POsB H-2-120553 30 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN ASSEMBLY
40 POSB H-2-120553 & 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN ASSEMBLY
40 POSB H-2-120553 5 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN DETAILS
40 POSB H-2- 120553 6 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN DETAILS
40 POSB H-2-120553 7 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN STRUCTURAL TUBING DETAILS
40 POSB H-2- 120554 1 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN PARTS LIST & NOTES
40 POSB H-2-120554 2 o 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN ASSEMBLY
40  PO6B H-2-120554 3 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN ASSEMBLY
40 POB H-2-120554 4 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN ASSEMBLY
40 POB H-2-120554 5 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN DETAILS
40 POGB H-2-120554 6 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN DETAILS
40 PosB H-2- 120554 7 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN DETAILS
40 POGB H-2- 120555 1 0 04/06/93  RA-130-010 SOUTH TRACK & CATCH PAN DIMENSIONAL RECORD DWG
40 POsB #-2- 120555 2 0 04/06/93  RA-130-009 NORTH TRACK & CATCH PAN DIMENSIONAL RECORD DWG
40 POSB #-2-120562 1 0 04/06/93  RA-130-007 POWER CABLE REELS PARTS LIST AND NOTES
00/PIPING & INSTRUMENT DIAGRANS,  D5/CIVIL,  10/WVAC,  20/STRUCTURAL,  30/ARCHITECTURAL,  4O/MECHANICAL,  50/PIPING,  51/FIRE PROTECTIiON,
60/ELECTRICAL,  70/CONTROL SYSTENS,  90/MISCELLANEOUS
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an PO6B H-2-120562 2 0 04/06/93 RA-130-007 POWER CABLE REEL ASSEMBLY
27340 POGB H-2-120562 3 0 04/06/93 RA-130-007 POWER CABLE REEL FRAME ASSEMBLY
%&0 PO5B H-2-120562 4 0 04706793 RA-130-007 POWER CABLE REEL CONNECTOR FOLDING BAIL WELDMENT
. 40 PO6B H-2-120562 5 0 04/06/93 RA-130-007 POWER CABLE REEL DETAILS REMOVABLE LEG ASSEMBLY
‘e;::loo PO&B H-2-120563 1 0 04/06/93 RA-130-005 POWER CABLE REEL ASSY PARTS LIST AND NOTES
E#O POSB H-2-120563 2 0 04/06/93 RA-130-005 POWER CABLE REEL ASSEMBLY
e 40 PO6B H-2- 120563 3 0 04/06/93 RA-130-005 POWER CABLE REEL FRAME ASSEMBLY
;3:1;."40 POGB H-2-120563 4 0 04/06/93 RA-130-005 POMER CABLE REEL REMOVABLE LEG ASSEMBLY DETAILS
40 P68 K-2- 120563 5 0 04/06/9% RA-130-005 POWER CABLE REEL DETAILS
40 POGB H-2- 120564 1 0 04/06/93 RA-130-006 INSTRUMENTATION CABLE REEL ASSY PART LIST & NOTES
40 POS6B H-2- 120564 rd 0 04706793 RA-130-006 INSTRUMENTATION CABLE REEL ASSEMBLY
40 PO6B H-2-120564 3 0 04706/93 RA-130-006 INSTRUMENTATION CABLE REEL FRAME ASSEMBLY
40 PO&B H-2-120564 4 0 04/06/93 RA-130-006 'NSTRUMENTATION CABLE REEL FRAME WELDMENT
40 PO6B H-2-120564 5 0 04/06/93 RA-130-006 INSTRUMENTATION CABLE REEL CABLE GUIDE ASSEMBLY
40 PO&B H-2-120564 [ 0 04/06/93 RA-130-006 INSTRUMENTATION CABLE REEL DETAILS
40 POSB H-2-120565 1 0 04/06/93 RA-130-008 CABLE REELS SUPPORT FRAME PARTS LIST & NOTES
40 PO6B H-2-120565 2 0 04/06/93 RA-130-008 CABLE REELS SUPPORT FRAME WELDMENT
40 POSB H-2-120565 3 0 04/06/93 RA-130-008 CABLE REELS SUPPORT LOWER FRAME WELDMENT
40 POSE H-2-120565 4 0 04/06/93 RA-130-008 CABLE REELS SUPPORT FRAME DETAILS & WELDMENTS
40 PO&E H-2- 120565 5 0 04/06/93 RA-130-008 CABLE REELS SUPPORT FRAME LIFTING LUG WELDMENTS
40 P08 H-2- 120565 ] 0 04/06/93 RA-130-008 CABLE REELS SUPPORT FRAME LEFT LIFTING LUG DETS
40 P06B H-2-120565 7 0 04/06/93 RA-130-008 CABLE REELS SUPPORY FRAME RIGHT LIFTING LUG DETS
40 PO6B H-2-120565 8 0 04/06/93 RA-130-008 CABLE REELS SUPPORY FRAME BRIDGE WELDMENT
40 PO&B K-2-120568 1 0 04706/93 MECHANICAL CONNECTOR HOUSING ASSEMBLY

O00/PIPING & INSTRUMENT DIAGRAMS, 05/CIVIL, 10/HVAC, 20/STRUCTURAL, 30/ARCHITECTURAL, 40/MECHANICAL , 50/PIPING, S1/FIRE PROTECTION,
60/ELECTRICAL, 70/COMTROL SYSTEMS, 90/MISCELLANEOUS
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K3 PO H-2-122425 1 0 04/06/93 ELECTRICAL GENERAL NOTES AND SYMBOLS
h PO&B H-2- 122426 1 0 04/06/93 ELECTRICAL POUR & DRAIN TURNTABLES BLOCK DIAGRAM
?ﬁ; PO&B H-2-122427 t 0 04/06/93 ELECTRICAL CONNECTION DIAGRAM TU-130-002
ZE POSB H-2-122427 2 0 04706793 ELECTRICAL CONNECTION DIAGRAM TU-130-002
4B PSR H-2-122627 3 0 04/06/93  ELECTRICAL CONNECTION DIAGRAM TU-130-001
ﬁ PO68 H-2-122427 4 0 04/06/93 ELECTRICAL CONNECTION DIAGRAM Tu-130-001
g POéB H~2-121701 1 0 046/06/93 LP-130-001, 006 INSTRUMENT PANEL LAYOUT
20 PosB H-2-121702 1 0 04/06/93  LP-130-002, 007 INSTRUMENT PANEL LAYOUT

70 POsB H-2-121796 1 0 04/06/935 INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
70 PO4B H-2-121796 2 g 04706793 INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
70 POGB H-2-121796 3 00 04/06/93  INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
70 PO&B H-2- 121796 4 0 04/06/93 INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
70 POGB H-2-121796 5 0 04/06/93  INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
70 POGB H-2-121796 6 0 04/06/93 INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
70 PoéB H-2-121796 7 0 04/06/93 INSTRUMENT CONTROL LOGIC DIAGRAM LP-130-001,002,006 & 007
TOTAL: 351
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SECTION 01730
OPERATION AND MAINTENANCE DATA

PART 1 GENERAL

1.1

1.1.1

1.2

1.2.1

1.2.1.1

1.2.1.2

1.2.1.3

1.2.1.4

3/29/93 12:34pm

SUBMISSION OF OPERATION AND MAINTENANCE DATA

Submit operation and maintenance (0&M) data which is specifically
applicable to this contract and a compiete and concise depiction
of the provided equipment or product. Data containing extraneous
information to be sorted through to find applicable instructions
will not be accepted. Present information in sufficient detail to
clearly explain user O&M requirements at the system, equipment,
component, and subassembly level. Include an index preceding

each submittal. Submit the following in accordance with the
Vendor Drawing and Data Requirements section of the Order/
Subcontract.

Package Content

For each product, system, or piece of equipment requiring submis-
sion of O&M data, submit the package required in the individual
technical section. Package content shall be as required in the
Paragraph 1.3, "Schedule of Operations and Maintenance Data
Packages."

TYPES OF INFORMATION REQUIRED IN O8M DATA PACKAGES

Operating Instructions

Include specific instructions, procedures, and iltustrations for
the following phases of operation:

Safety Precautions

List personnel hazards and equipment or product safety precautions
for all operating conditions.

Operator Prestart

Include requirements to set up and prepare each system for use.
Start-Up, Shutdown, and Post-Shutdown Procedures

Include a control sequence for each of these operations.

Normal Operations

Include control diagrams with data to explain operation and
control of systems and specific equipment.

10BIVOLS..\SPECS\POBE\01730-0, PO6B-01730-1
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1.2.1.5

1.2.1.6

1.2.1.7

1.2.2

1.2.2.1

1.2.2.2

1.2.3

1.2.3.1

3/29/93 12:34pm

Rev. O

Emergency Operations

Include emergency procedures for equipment malfunctions to permit
a short period of continued operation or to shut down the equip-
ment to prevent further damage to systems and equipment. Include
emergency shutdown instructions for fire, explosion, spills, or
other foreseeable contingencies. Provide guidance on emergency
operations of all utility systems including valve locations and
portions of systems controlled.

Operator Service Requirements

Include instructions for services to be performed by the operator
such as lubrication, adjustments, and inspection.

Environmental Conditions

Include a 1ist of environmental conditions (temperature, humidity
and other relevant data) which are best suited for each product or
piece of equipment and describe conditions under which equipment
should not be allowed to run.

Preventive Maintenance

Include the following information for preventive and scheduled
maintenance to minimize corrective maintenance and repair.

Lubrication Data

Include lubrication data, other than instructions for lubrication
in accordance with Paragraph 1.2.1.6, Operator Service
Requirements.

Preventive Maintenance Plan and Schedule

Include manufacturer's schedule for routine preventive mainte-
nance, inspections, tests and adjustments required to ensure
proper and economical operation and tc minimize corrective
maintenance and repair. Provide manufacturer's projection of
preventive maintenance man-hours on a daily, weekly, monthly, and
annual basis.

Corrective Maintenance

Include manufacturer's recommendations on procedures and
instructions for correcting problems and making repairs.

Troubleshooting Guides and Diagnostic Techniques

Include step-by-step procedures to promptly isolate the cause
of typical malfunctions. Describe clearly why the checkout is

106WOLS..\GPECS\POBE\01730-0. P06B~01730-2
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1.2.3.2

1.2.3.3

1.2.3.4

1.2.3.5

1.2.3.6

1.2.4

1.2.4.1

3/26/93 12:34pm
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performed and what conditions are to be sought. Identify tests or
inspections and test equipment required to determine whether parts
and equipment may be reused or require replacement.

Wiring Diagrams and Control Diagrams

Wiring diagrams and control diagrams shall be point-to-point
drawings of wiring and control circuits including factory-field
interfaces. Provide a complete and accurate depiction of the
actual job specific wiring and controt work. On diagrams number
electrical and electronic wiring and pneumatic control tubing and
the terminals for each type, identically to actual installation
numbering.

Maintenance and Repair Procedures

Include instructions and list tools required to restore product or
equipment to proper condition or operating standards.

Removal and Replacement Instructions

Include step-by-step procedures and 1ist required tools and
supplies for removal, replacement, disassembly, and assembly

of components, assemblies, subassemblies, accessories, and
attachments. Provide tolerances, dimensions, settings and
adjustments required. Instructions shall include a combination of
text and illustrations.

Spare Parts and Supply Lists

Include 1ists of spare parts and supplies required for maintenance
and repair to ensure continued service or operation without
unreasonable delays.

Corrective Maintenance Man-Hours

Include manufacturer's projection of corrective maintenance man-
hours. Corrective maintenance that requires participation of
the equipment manufacturer shall be identified and tabulated
separately.

Appendices

Provide information specified in the preceding paragraphs
pertinent to the maintenance or operation of the product or
equipment. Include the following:

Parts Identification

Provide identification and coverage for all parts of each
component, assembly, subassembly, and accessory of the end items

106\VOLS.. \SPECS\POGB\01730-0. P06B-01730-3
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subject to replacement. Include special hardware requirements,
such as requirement to use high-strength bolts and nuts. Identify
parts by make, model, serial number, and source of supply to allow
reordering without further identification. Provide clear and
legible illustrations, drawings, and exploded views to enable easy
identification of the items. When jllustrations omit the part
numbers and description, both the illustrations and separate
listing shall show the index, reference, or key number which will
cross-reference the illustrated part to the listed part. Parts
shown in the listings shall be grouped by components, assemblies,
and subassemblies.

A.  Manufacturer's Standard Commercial Practice: The parts
data may cover more than one model or series of equipment,
components, assemblies, subassemblies, attachments, or
accessories, such as a master parts catalog, in accordance
with the manufacturer's standard commercial practice.

B. Other than Manufacturer's Standard Commercial Practice
(MSCP): End item manufacturer may add a cross-reference to
implement components' assemblies and parts requirements when
implementation in manual form varies significantly from
the style, format, and method of manufacturer's standard
commercial practice. Use the format in the following

example:
End Item Actual Actual
Manufacturer's Manufacturer’s Name Manufacturer
Alphanumeric Sequence and MSCP Part No.
100001 John Doe & Co. 00000 2000002

Warranty Information

List and explain the various warranties and include the servicing
and technical precautions prescribed by the manufacturers or
contract documents to keep warranties in force.

Personnel Training Requirements

Provide information available from the manufacturers to use
in training designated personnel to operate and maintain the
equipment and systems properly.

Testing Equipment and Special Tool Information

Include information on test egquipment required to perform

specified tests and on special tools needed for the operation,
maintenance, and repair of components.

106\VOLS.. \SPECS\PO6B\01730-0. POGB-01730-4
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1.3 SCHEDULE. OF OPERATION AND MAINTENANCE DATA PACKAGES
Furnish the 0&M data packages specified in individual technical
sections. The required information for each 0&M data package is
as follows:

1.3.1 Data Package
A. Operating instructions

B. Safety precautions

C. Operation prestart

D. Start-up, shutdown, and post shutdown

E. Normal operations

F. Emergency operations

G. Operator Service Requirements

H.  Environmental conditions

I. Preventative maintenance

J. lLubrication data

K. Preventive maintenance plan and schedule

L. Corrective maintenance

M.  Troubleshooting guides and diagnostic techniques
N. Wiring diagrams and control diagrams

0. Maintenance and repair procedures and man-hour requirements
P.  Removal and replacement instructions

Q. Spare parts and supply list

R.  Parts identification

S. MWarranty information

T. Personnel training requirements

U. Testing equipment and special tool information

PART 2 PRODUCTS
(Not Used)

T0BWOLE \SPECE\POSEN01730: P068-01730-5
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PART 3 EXECUTION
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3/29/83 12:34pm
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SECTION 05060
WELDING STRUCTURAL

PART 1 GENERAL

1.1

1.2

1.3

03/22/93 8:06am

SUMMARY

This specification section defines the welding, examination and
testing requirements for shop fabrication of pour and drain
turntables. The materials of construction shall be stainiess
steel structural shapes, tubular components and plates.
REFERENCES

The publications listed below form a part of this specification
section to the extent referenced. The publications are referred
to in the text by the basic designation only.

AMERICAN SOCIETY OF MECHANICAL ENGINEERS (ASME)
Boiler and Pressure Vessel Code

ASME Section V 1989 Nondestructive Examination
ASME Section IX 1989 Welding and Brazing Qualifications
AMERICAN SOCIETY OF NONDESTRUCTIVE TESTING (ASNT)

ASNT SNT-TC-1A 1988 Recommended Practice - Personnel
Qualifications and Certification in
Nondestructive Testing

AMERICAN WELDING SOCIETY (AWS)
AWS D1.1 1990 Structural Welding Code
AWS D9.1 1990 Sheet Metal Welding Code

RELATED REQUIREMENTS

Specification Section 13252 Precautions for the Fabrication,
Handling and Stora?e of Stainless
Steel and Nickel Alloys

Specification Section 14601 Pour Turntable

Specification Section 14602 Drain Turntable

106\VOLS.. \SPECS\POSB\D5060-0. PO6B~05060-1
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1.4 DEFINITIONS
CMTR - Certified Material Test Report

NDE - Nondestructive Examination

PT - Liquid Penetrant Examination
1.5 SYSTEMS DESCRIPTION

(Not Used)
1.6 SUBMITTALS

Submit the following in accordance with the Vendor Drawing and
Data Requirements section of the Order/Subcontract.

1.6.1 Welding Procedure Specifications and Procedure Qualification
Records shall be submitted for Buyer approval. This requirement
shall also pertain to purchased items contracted by Selier. They
shall be in accordance both with the requirements of AWS D1.1 or
ASME Section IX and this specification section. Seller shall
review the contractor's procedures to verify their conformance to
the requirements of this specification section.

1.6.2 Welder Performance Qualifications shall be submitted for
information. This requirement shall also pertain to purchased
items contracted by Seller. They shall be in accordance both with
AWS D1.1 or ASME Section IX and this specification section.

1.6.3 Certified Material Test Reports (CMTRs) for filler metal shall be
submitted for Buyer review.

1.6.4 Weld repair procedures shall be submitted for Buyer approval.

1.6.5 Final weld examination and inspection reports shall be submitted

for Buyer review. These shall include visual nondestructive
examination (NDE) reports.

1.6.6 Contract Drawing, weld map and weld summary sheet shall be
submitted for Buyer approval. They shall specifically identify
each weld joint and procedure to be used. A sample form of the
weld map and weld procedure summary sheet can be found in
Attachments A and B.

1.7 CLASSIFICATION OF SYSTEMS AND COMPONENTS
(Not Used)
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PROJECT OR SITE ENVIRONMENTAL CONDITIONS
(Not Used)

PART 2 PRODUCTS

2.1
2.1.1
2.1.2

2.1.3

2.1.4

2.1.5

2.1.6

2.1.7

2.1.8

2.1.9

03/22/93 8:08am

MATERIALS AND EQUIPMENT
Weld filler materials shall be in accordance with AWS DG.1.

Weld filler materials shall be used so that the principal elements
in the deposited weld metal shall be of the same nominal composi-
tion as the base metal (Example: for stainless steel 304L, use
AWS classification E/ER 308L filler material).

Solid wires for automatic welding processes shall contain the
principal alloying elements required for the deposited weld metal.
Welds deposited by the submerged arc process shall not derive any
principal alloying elements from the flux. Alloy flux is not
permitted.

Fluxes that the flux manufacturer recommends for single-pass shall
not be used for multiple-pass welds.

Submerged arc welding shall be performed using the same name brand
flux and the same name brand of AWS classification wire as used
for the procedure qualifications.

Storage and handling of electrodes, fluxes and other welding
material after shipping containers are opened shall be in
accordance with Seller's filler materials control procedure. This
procedure shall follow the guidelines of the appropriate AWS
specification and the filler metal manufacturer's recommendations.

Tack welds shall be made with the equivalent type of filler wire
that is used for the root pass.

Temporary backup rings or strips, when required on the Contract
Drawings, shall be of the same nominal composition as the base
material. They shall be in accordance with Paragraph 3.1.3.

For dissimilar joints in base material consisting of carbon steel
on one side and austenitic stainless steel on the other, the
filler metal shall be AWS classification E/ER 309L.

106WVOL5.. \SPECS\POSB05060-0. PO6B-05060-3
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2.2.2.1

2.2.2.2

2.2.2.3

2.2.3
2.2.3.1
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FABRICATION AND MANUFACTURE
General Requirements

Fabrication to this specification section shall be in accordance
with the requirements of AWS D1.1, Section 8. Conformance to this
specification section and authorization of Welding Procedure
Specifications and Procedure Qualification Records shall in no way
relieve Seller of the responsibility to provide welds which are
sound and suited to the services for which they are intended.

Cleanliness shall be maintained during welding. A1l stubs, rods,
flux, slag and other foreign material shall be removed from the
weld area.

A1l arc strikes, weld spatter, burrs, etc. shall be ground to a
smooth contour.

Fabrication aids, temporary supporting lugs, etc. that are removed
by gouging or cutting shall not be cut closer than 1/8 inch from
surface. The remaining material shall then be ground flush with
the base metal. The ground area shall be inspected for possible
cracks or porosity by liquid penetrant examination. Liquid penet-
rant examination shall be in accordance with Paragraph 3.2.6.3.

Each welder shall be assigned an identification number, letter or
symbol which shall be used to identify his/her work.

Tack welds in open butt joints shall be feathered into surrounding
material.

Welding Qualifications

Welding procedures, welders, welding operators and tackers shall
be qualified in accordance either with AWS D1.1 or ASME
Section IX.

At the request of the Buyer, any welder shall be retested and
recertified when the work of said welder creates a reasonable
doubt as to the quality of his/her workmanship.

The format of welding procedure specifications and welding
procedure qualification records shall be in accordance with

AWS D1.1, Appendix E or ASME Section IX, Appendix A or equivalent.
Acceptable Welding Processes

Welding may be achieved by any one or combination of the following
welding processes:

106WOLS...\SPECS\POGB\05060-0. PO6B-05060-4
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Welding Process

Shielded Metal Arc Welding

Flux-Cored Arc Welding
(with Shielding Gas)

Manual and Automatic Gas
Tungsten Arc Welding

Automatic Submerged Arc Welding

2.2.3.2

Pl 5556 0600

g

e

FLUOR DANIEL, INC.
Advanced Technology Division
Fluor Contract 8457

Rev. D

AWS Letter Designation

SMAW
FCAW

GTAW

SAW

Other welding processes such as Gas Metal Arc or Manual Submerged
Arc require specific written authorization by Buyer.

Submit all

pertinent data and intended application of said process for

evaluation,

PART 3 EXECUTION

When thermal cutting is performed, the joint

Oxy-

Longitudinal seams of adjoining

If temporary

Examination

Examination shall be in accordance with Paragraph 3.2.6.

3.1 PREPARATION

3.1.1 Weld joint preparation shall be made by machining, grinding or
thermal cutting.
surfaces shall be ground to bright metal prior to welding.
fuel cutting shall not be used for joint preparation of stainless
steel.

3.1.2 For structural tubular welds, longitudinal weld seams shall be
parallel to the longitudinal axis and shall be complete (100
percent) penetration butt welds.
tubular members shall not be in line but shall be offset from
other longitudinal seams by at least five (5) times the wall
thickness of the tubular component.

3.1.3 Permanent backup strips or backing rings are not permitted without
specific written authorization from the Buyer.
backup strips are used and then removed, the weld area shall be
dressed and examined for cracks and other defects.
of area shall be performed visually and by the liquid penetrant
method.

3.1.4 The parts to be joined shall be in accordance with the assembly
requirements of AWS D1.1, Section 3.3.

3.1.5 To minimize the contamination of austenitic stainless steel,
Seller shall follow the requirements of Specification
Section 13252 prior to and after welding.

03/22/93 8:06am
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3.1.6

3.1.7

3.1.8

3.1.9

3.1.10

3.2

3.2.1

3.2.2

3.2.3

3.2.4

3.2.5
3.2.5.1

3.2.6

03/22/93 8:06am

Rev. 0

All surfaces to be welded shall be free of paint, oil, dirt,
scale, oxides and other foreign materials detrimental to weld
soundness.

Joint edges and adjacent surfaces to be welded shall be wire
brushed. They shall be cleaned with an ethyl aicohol or acetone
dampened lint-free cloth before welding begins.

Wire brushes shall be made of 300 Series austenitic stainless
steel. Mechanical cleaning tools such as grinding wheels, files,
deburring tools and wire brushes shall be clearly marked. Marking
shall identify tools to be used on stainless steel only.

Grinding shall be done in such a method that overheating of
stainless steel base and weld metal is minimized. Heat tint is an
indication of overheating. Abrasive disks and abrasive flapper
wheels are preferred over grinding disk or continuous-belt
grinders.

Welds made by inert gas shielded methods shall be fully back-
purged except where precluded by the physical arrangement. Nozzle
gas shall be used to prevent oxidation on either side of the weld.

INSTALLATION, APPLICATION AND ERECTION

A1l welds shall be made in accordance both with Contract Drawings
and Seller's fabrication drawings.

Flux, weld spatter and any slag shall be removed from each weld
bead prior to depositing each succeeding pass.

Welding starts and stops in welds shall be held to a minimum.

Each such stop shall be properly conditioned before continuing the
weld. The use of starting and stopping plates is recommended
where possible. ’

Intermittent welds are not permitted. Crevices shall, to the
extent possible, be seal-welded.

Preheat and Interpass Temperature Control

The minimum preheat for austenitic stainless steel shall be 50°F.
Interpass temperature shall not exceed 350°F.

Inspection and Nondestructive Examination

Specific nondestructive examination shall be performed in accor-
dance with either Specification Section 14601 or 14602 and
Seller's fabrication drawings. NDE methods, acceptance criteria
and additional general requirements shall be in accordance with
the following subparagraphs. All NDE, except visual examination,

106\VOLS...\SPECS\POSB\05060-0. P06B-05060-6
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shall be performed by personnel certified in accordance with
ASNT SNT-TC-1A.

3.2.6.1 Inspection

A. The welding inspector shall be qualified and certified in
accordance with AWS D1.1, Paragraph 6.1.3.

B. All weld inspection reports shall be submitted in accordance
with Paragraph 1.6.

3.2.6.2 Visual Examination

A. Visual examination shall be performed in accordance with
AWS D1.1, Section 6.

B. Seller shall visually inspect all completed welds in accord-
ance with AWS D1.1, Section 8.15.1. Weld profiles shall be
in accordance with Figure 3.4 of AWS D1.1. Defective welds
shall be repaired in accordance with Seller's approved weld
repair procedures.

C. In addition to visual examination of the completed weld,
visual examination is required for all ground and blended
welds.

D. For butt joints, the weld metal on the front surface shall
in no place be lower than the adjacent base metal surfaces.

E. Groove welds shall have a uniform transition from the joined
material into the weld deposit. They shall be free of
undercut and unfused overlap of the weld deposit.

F. Fillet weld surfaces shall have a uniform transition from
the base material into the weld deposit. They shall be free
of undercut and unfused overlap.

3.2.6.3 Liquid Penetrant Examination

A. Liquid penetrant examination (PT) shall be in accordance
with AWS D1.1, Section 6.7.7. Acceptance criteria shall be
in accordance with AWS D1.1, Section 8.15.5.

B. Liquid penetrant examination shall be performed after welds
have been ground and visually examined. Examination shall
include a band of base metal no less than 1 inch wide on
each side of the weld.

C. Penetrant material shall be in accordance with ASME
Section V, Article 6, T-625 for sulfur and halogen content.

06UOLS. NSPECS\POSBI05080-0 PO6B-05060-7
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3.3

3.4

3.4.1
3.4.1.1

3.4.1.2

3.4.1.3

3.4.1.4

3.5

3.6

3.7

3.8

0322103 8:06am

Rev. 0

FIELD QUALITY CONTROL
(Not Used)
ADJUSTMENTS

Weld Repairs

A1l weld repairs shall be performed in accordance w1th the
approved weld repair procedures.

Unacceptable indications shall be completely removed by chipping,
gouging, grinding or other authorized methods (for the type of
material being repaired) to clean, bright metal. The excavated
areas shall then be examined by the liquid penetrant method

to assure complete removal of defects. Liquid penetrant
examination shall be in accordance with Paragraph 3.2.6.

The repaired areas shall be reexamined using the same inspection
procedures by which the defect was originally detected, along with
all other inspection called out for the particular weld.

Two repair attempts will be allowed on any one defective area.

No further repair attempts shall be carried out without the
authorization of Buyer.

CLEANING

(Not Used)

PROTECTION

{Not Used)

DEMONSTRATION

(Not Used)

SCHEDULES

(Not Used)

END OF SECTION
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ATTACHMENT A
WELD MAP

Buyer P.0. No., Item No.

Buyer Weld Specification No.
1. Draw a single line sketch of the structural parts.

2. Identify each qualified welding procedure.

SKETCH

FLUOR DANIEL, INC.
Advanced Technology Division
Fluor Contract 8457

Rev. 0

Seller
Address
Buyer PO#

This Form Completed By

Buyer Welding Eng. Review Block

Telephone No.

Revisions

Date

03/22/83 8:11am
106\WOLS.. \SPECS\POSB\05060.ATT\A00-0, PO6B-05060
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Space No.

o ~N O s W

10

11
12
13

14

15

16

17

03/22/93 6:12am

Rev.

ATTACHMENT B
WELDING PROCEDURE SUMMARY DATA

Action to be Taken

Enter the Buyer's Purchase Order number. A separate summary
must be compieted for each P.0. and suborder.

Enter the Buyer's item number{s). The summary sheet must
reflect all items of similar construction that will have
common welding procedures. Items of markedly different
materials or methods of manufacture should be entered on
separate WPS's.

Enter Seller's name.

Enter Seller's shop location where work will be performed.
Enter the date summary is compiled.

Enter Buyer serial number and revision (Buyer's use only).
Enter Welding Procedure Specification {WPS) number.

Enter Procedure Qualification Record (PQR) number(s)
supporting the WPS.

Enter the welding process(es) used in performing (PQR).

Enter type of joint as referenced in Legend. Where (D) is
used, state type of joint in space 17.

Enter ASME-ASTM materials to be used in fabrication.
Enter base metal thickness range qualified by PQR.

Enter post weld heat treatment information in appropriate
box.

Enter other pertinent information in this space. Such as
impacts, etc.

Ente; current review status of weld procedure (Buyer's use
only).

Enter date of current review status of weld procedure
(Buyer's use only).

Enter any special design or process information regarding the
item of construction in this box.

ATTACHMENT B

106WVOLS...\SPECS\POSB\OSO60.ATT\BOG-0, POB6B~-05060 Page 1 of 3
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ATTACHMENT B
WELDING PROCEDURE SUMMARY
Welding Structural
_— —
PHET
SERIAL PROCEDURE SUPPORTING JOINT ASME-ASTM THICKNESS
I@ NO. NO. POR PROCESS TYPE MATERIAL GRS T R COMMENTS STATUS | DATE
3] | [12] [is]
LEGEND REMARKS :
JOINT TYPE DESCRIPTION
A Groove Welding
B Fillet Weld
C  Plug and Stot Weld
D  Other (Explain in comments section)
REVIEW TYPE
A  Commence Fabrication
B Commence Fabrication
Submit w/Corrections
C Do Not Fabricate

ATTACHMENT B

SELLER: SHOP LOCATION: 3] DATE: B
P.0. NO.: [ ITEM(S): E]

03/22/93 8:12am

106\VOLS.. \SPECS\POSE\05060.ATT\B0O-O, PO6B-05060
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ATTACHMENT B
WELDING PROCEDURE SUMMARY

Welding Structural

m—

FLUOR DANIEL, INC.
Advanced Technology Division
Fluor Contract 8457

Rev. 0

SERTAL PROCEDURE SUPPORTING
ND. NO. POR PROCESS

JOINT
TYPE

ASME-ASTM THICKNESS PHNT
MATERIAL QALIFIED | yeo [ o

e
COMMENTS i STATUS | DATE

T

" LEGEND

REMARKS :

JOINT TYPE DESCRIPTION

A Groove Weld

B Fillet Weld

C  Plug and Slot Weld

b Other {Explain in comments section)

REVIEW TYPE

A Commence Fabrication

B Commence Fabrication
Submit w/Corrections

C Do Not Fabricate

SELLER:

P.0. NO.:

03722/93 B:12am
106\WOLS. \SPECS\POSB\05060.ATT\B0O-0.

SHOP LOCATION:

DATE:

ITEM(S):

P06B-05060

ATTACHMENT B
Page 3 of 3
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SECTION 13252
PRECAUTIONS FOR FABRICATION, HANDLING AND
STORAGE OF STAINLESS STEEL AND NICKEL ALLOYS
B-595-P-P06B-13252

APPROVED FOR CONSTRUCTION

REVISION 0 WAPA YES _ NO _X_
ISSUE DATE H-(p-93 QUALITY LEVEL I __ II X_
SAFETY CLASS 1__2__ 3 X 4__
DRIGINATOR(S) : CHECKER(S) :
3 -2'?45

A. Estrada, Welding Engineer ~ (Date)

APPROVED BY:

4 ///L)z o 3/27/%3

C. J. Divofia Lead Discipline Engineer (Date)

03/22/93 8:10am
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SECTION 13252
PRECAUTIONS FOR FABRICATION, HANDLING AND
STORAGE OF STAINLESS STEEL AND NICKEL ALLOYS
B-595-P-P06B-13252
TABLE OF CONTENTS
PART PAGE
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1.4 DEFINITIONS . . . . . . . . .. Ve e e e e e e e s e e 1
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SECTION 13252
PRECAUTIONS FOR FABRICATION, HANDLING AND
STORAGE OF STAINLESS STEEL AND NICKEL ALLOYS

PART 1 GENERAL

1.1

1.2

1.3

1.4

03/26/83 6:19am

SUMMARY

This specification section covers the technical requirements for
handling, fabrication, shipment and storage techniques to minimize
the risk of contamination of stainless steel and nickel alloys.

Contaminating compounds are those which contain free iron, sulfur,
chlorides and low melting point metals.

REFERENCES

The publications listed below form a part of this specification

section to the extent referenced. The publications are referred

to in the text by the basic designation only.

AMERICAN SOCIETY FOR TESTING AND MATERIALS (ASTM)

ASTM A380 1978 Standard Practice for Cleaning and
Descaling Stainless Steel Parts, Equipment
and Systems

ASTM D129 1991 Standard Test Method for Sulfur in
Petroleum Products (General Bomb Method)

ASTM D808 1991 Standard Test Method of Chlorine in
New and Used Products (Bomb Method)

ASTM D1552 1990 Standard Test Method for Sulfur in
Petroleum Products (High Temperature
Method)

AMERICAN SOCIETY OF MECHANICAL ENGINEERS (ASME)
Boiler and Pressure Vessel Code

ASME Section V 1989 Nondestructive Examination
RELATED REQUIREMENTS

(Not Used)

DEFINITIONS

ppm - Parts Per Million

10B\VOLS..\SPECS\POSBL13252-0. PO6B-13252-1
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1.5 SYSTEM DESCRIPTION
(Not Used)
1.6 SUBMITTALS
Submit the following in accordance with the Vendor Drawing and
Data Requirement section of the Order/Subcontract.
1.6.1 Seller's procedure for handling, cleaning, isolation and storage

of stainless steel and nickel alloys shall be submitted for Buyer
approval. These procedures shall be submitted prior to the start
of fabrication.

1.6.2 Chemical analysis for materials that are not intended to be
removed after fabrication shall be submitted for information.
Examples of these materials are: Jubricants, thread compound,
nondestructive examination materials, etc.

1.6.3 Procedure for the isolation and separation of stainless steel wire
brushes and grinding material shall be submitted for Buyer
approval.

1.7 CLASSIFICATION OF SYSTEMS AND COMPONENTS
(Not Used)

1.8 PROJECT OR SITE ENVIRONMENTAL CONDITIONS
(Not Used)

PART 2 PRODUCTS
2.1 MATERIALS AND EQUIPMENT

2.1.1 A1l limitations specified, e.g., percent, parts per million (ppm)
etc., are to be by weight.

2.1.2 A1) consumables and materials used during fabrication shall meet
the following general requirements unless addressed in more detail
in this specification section.

2.1.2.1 Maximum chloride content shall be 250 ppm.

2.1.2.2 Maximum sulfur content shall be 1 percent.

2.1.2.3 Low melting point elements (such as cadmium, lead, mercury, tin
and zinc) shall not be added.

T05OLS, \SPECS\PO8EN12252.0. PO6B-13252-2
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2.1.3
2.1.3.1

2.1.3.2

2.1.3.3

2.1.3.4

2.1.3.5

2.1.3.6

2.1.3.7

2.1.3.8

2.1.3.9

03/22/93 8:10am

Rev. 0

Carbon Steel Contamination

Tools and equipment used to cut, form and handle stainiess steel
and nickel altoys shall be in accordance with one of the following
requirements:

A. Tools and equipment shall be hardened tool steel or chrome
plated.

B. Surfaces of non-stainless steel tools and equipment which
comes into contact with stainless steel shall be covered
either with paper, plastic or stainless steel sheet.

Grinding equipment and stainless steel wire brushes previously
used on carbon steel shall not be used on stainless steel and
nickel alloys.

Temporary attachments for welding or fabrication shall be of a
similar grade material (e.g., 300 series stainless steel shall be
used for a temporary attachment to 304L stainless steel} to the
pressure component.

If scaffolding or ladders are used during fabrication, the contact
surfaces at the stainless steel or nickel! alloy interface shall be
protected either by wood or plastic. No direct contact shall be
permitted.

Areas used for fabrication of stainless steel and nickel alloys
shall be separate from carbon steel fabrication areas. These
areas shall be kept free of carbon steel shavings and grinding
dust.

Where it is not possible to provide protection from carbon steel,
the components shall be chemically cleaned to dissolve any carbon
steel which may be embedded in the stainless steel or nickel alloy
surface. The cleaning requirements shall be in accordance with
ASTM A380.

Non-metallic slings shall be used when safe to do so. Lifting
with carbon steel chains from 1ifting lugs is acceptable.
Chemically clean lugs prior to shipment of equipment. Cleaning
shall be in accordance with Paragraph 2.1.3.6.

Carbon steel strapping material used for shipping shall not
contact stainless steel or nickel alloy equipment or piping.

Surfaces that are found to be contaminated with carbon steel shall
be restored. Mechanical descaling is the preferred method. It
shall be performed in accordance with ASTM A380.

106\VOLS.. \SPECS\POGB113252-0, P06B-13252-3
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2.1.3.10

2.1.3.11

2.1.4
2.1.4.1

2.1.4.2

2.1.4.3

2.1.4.4

2.1.5
2.1.5.1

2.1.5.2

2.1.5.3

2.1.5.4

03/22/93 8:10am

Rev. 0

Watking directly upon stainless steel surfaces shall be avoided
where possible. Surfaces upon which walking access is required
shall be protectively covered with kraft paper, cardboard, plastic
or equivalent.

Acceptable Carbon Steel Contamination

Scattered areas of carbon steel contamination as evidenced by rust
are permissible provided the aggregate area does not exceed 2 sq.
in. in any 1 sq. ft. area.

Wrapping and Protective Covering Materials

No chloride restriction shall apply to wrapping and protective
covering material (such as polyethylene and polyvinyl chloride
{(PVC) films) when used for packaging or storage purposes. PVC
caps, plugs and packaging material shall not be reused.

No chloride restriction shall apply to pressure-sensitive tapes or
adhesive-backed tapes. Pressure-sensitive tapes or
adhesive-backed tapes shall not be used within 12 inches of any
area where local heating or welding may increase the metal
temperature to 180°F or higher.

Where tape is used during welding for back purging, the tape's
chloride content shall be less than 250 ppm (Stockwell Rubber
Company G-568 or equal).

After pressure-sensitive and adhesive-backed tapes are no longer
required they shall be removed. Any remaining residual adhesive
shall be removed. Acetone or solvent shall be used. Solvent
shall be in accordance with Paragraph 2.1.7.

Grinding Discs, Abrasive Discs, Brushes and Material Removal Tools

Grinding discs, abrasive discs and brushes shall be designated for
use on stainless steel and nickel base alloys. These materials
shall not have been previously used on carbon steel, low alloy
steels or nonferrous metals and their alloys.

Grinding discs, abrasive discs and belts shall be of resin-bonded
alumina, silicon carbide or zirconium carbide. Sulfurized
compounds shall not be used as a bonding material.

Only 300 series stainless steel brushes shall be used on stainless
steel and nickel base alloys.

A1l material removal and cleaning tools shall be marked to
identify that they are to be used on stainless steel and nickel
alloys only.

10B\VOLS. . \SPECS\POBB\13252-0. PO6B-13252-4
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2.1.6
2.1.6.1

2.1.7

2.2
2.2.1

03/22/83 B:10am
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Nondestructive Examination Materials

Sulfur and halogen content of liquid penetrant materials shall
be in accordance with the requirements of ASME Section V,
Article 6, T-625.

Cleaning Fluids

Chlorinated hydrocarbon solvents may be used for stainless steel
cleaning provided they are analyzed for total residual chlorine
and sulfur. The analysis process is as follows:

A. Select and weigh a glass Petri dish of 150mm nominal
diameter. Note the weight.

B. Pour a 100 gram sample of the solvent into the Petri dish.

C. Heat the sample for 60 minutes. The heating temperature
shall be between 194°F and 212°F, inclusive.

D. Weigh the Petri dish again. Subtract the weight noted in
Step A from the new weight. This is the weight of the
solvent residue.

1} If the residue is less than 0.005 grams, the solvent is
acceptable. No further analysis is required.

2} If the residue weight is 0.005 grams or more, repeat
Steps A through C. Test the residue for sulfur content
in accordance with ASTM D129 or ASTM D1552. Test the
rgggdue for halogen content in accordance with ASTM
D808.

The sulfur or chlorine shall not exceed 1 percent of the residue
by weight in any case.

FABRICATION AND MANUFACTURE
Cleaning Requirements

A1l surfaces to be welded shall be free of paint, oil, grease,
dirt and other foreign materials detrimental to the weld
soundness. An area not less than 4 inches wide on each side of
weld joint shall be cleaned. Acceptable cleaning methods shall be
mechanical or chemical methods in accordance with ASTM A380.

106VOLS.. \SPECS\POBB\13252-0, PO6B-13252-5
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PART 3 EXECUTION

3.1

3.2
3.2.1

3.2.2

3.2.3

3.3

3.4

3.5

3.6

3.7

3.8

03/22/93 B:10am

PREPARATION

(Not Used)

INSTALLATION, APPLICATION AND ERECTION

After welding all foreign material such as flux, anti-spatter
compound, slag and spatter shall be removed. Removal can be
accomplished either by mechanical or chemical methods.

Heat tint and scale shall be permitted on nonprocess side of weld
joint. When required, heat tint and scale can be removed either
by mechanical or chemical descaling methods. For mechanical
descaling, precleaning and postcleaning is required.

Liquid penetrant and ultrasonic examination materials shall be
completely removed from surface after examination. Removal shall
be in accordance both with manufacturer's recommendation and this
specification section.

FIELD QUALITY CONTROL

(Not Used)

ADJUSTMENTS

(Not Used)

CLEANING

(Not Used)

PROTECTION

(Not Used)

DEMONSTRATION

(Not Used)

- SCHEDULES

(Not Used)
END OF SECTION
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SELTION 14601
POUR TURNTABLE

PART 1 GENERAL
1.1 SUMMARY

This specification section covers the technical requirements for
the fabrication, inspection and testing of a Pour Turntable (PTT).

1.2 REFERENCES

The publications 1isted below form a part of this specification
section to the extent referenced. The publications are referred
to in the text by the basic designation only.

AMERICAN GEAR MANUFACTURING ASSOCIATION (AGMA)
AGMA 420.04 1978 Speed Reducer and Gear Drives

AMERICAN NATIONAL STAN?ARDS INSTITUTE (ANSI)
and/or
AMERICAN SDCIETY OF MECHANICAL ENGINEERS (ASME)

ANSI/ASME B36.1 1985 Surface Texture (Surface Roughness,
Waviness, and Lay)

AMERICAN SOCIETY FOR TESTING AND MATERIALS (ASTM)

ASTM A193/A193M 1990 (Rev. A) Standard Specification for
Alloy-Steel and Stainless Steel Bolting
Materiais for High-Temperature Service

ASTM A194/A194M 1990 (Rev. A) Standard Specification for
Carbon and Alloy Steel Nuts for Bolts for
High-Pressure and High-Temperature Service

ASTM A240 1991 (Rev. A) Standard Specification for
Heat-Resisting Chromium and Chromium-Nickel
Stainless Steel Plate, Sheet, and Strip for
Pressure Vessels

ASTM A276 1990 (Rev. A) Standard Specification for
Stainless and Heat-Resisting Steel Bars and
Shapes

oLy, NP CE\OBBI14601-0. PO6B-14601-1
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ASTM A312/A312M 1991 (Rev, A) Standard Specification for
Seamiess and Welded Austenitic Stainless
Steel Pipe
ASTM A480/A480M 1991 (Rev. A) General Requirements for Flat
Rolled Stainless and Heat-Resisting Steel
Plate, Sheet, and Strip
AMERICAN SOCIETY OF MECHANICAL ENGINEERS (ASME}
Boiler And Pressure Vessel Code
ASME Section IX 1989 Welding and Brazing Qualifications
ANTI-FRICTION BEARING MANUFACTURERS ASSOCIATION (AFBMA)
AFBMA 9 1990 Load Ratings and Fatigue Life for Ball
Bearings
AFBMA 11 1990 Load Ratings and Fatigue Life for Roller
Bearings
AFBMA 20 1977 Metric Bal] and Roller Bearings
Conforming to Basic Boundary Plans
AFBMA 21.2 1978 Roller, Ball, and Thrust Bearings
OFFICE OF FEDERAL SUPPLY AND SERVICES
QQ-P-35C Passivation Treatments for Corrosion
Resistant Steel
STEEL STRUCTURES PAINTING COUNCIL (SSPC)
SSPC PA-2 1982 Paint Application Specification Number

2, Measurement of Dry Paint Thickness with
Magnetic Gauges

SSPC SP-10 1989 Surface Preparation Specification Number
10, Near-White Blast Cleaning

1.3 RELATED REQUIREMENTS
Specification Section 01730 Operation and Maintenance Data
Specification Section 05060 Weiding Structural
Specification Section 13252 Precautions for Fabrication, Handling
and Storage of Stainless Steel and
Nickel Alloys

Specification Section 14603 Cable Reel Assembly

TWOLS WOPECSIPOEEI1 46010 PO6B-14601-2
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Specification Section 14604 Track and Catch Pan Assembly

Specification Section 15196 Identification and Tagging Methods for
Mechanical Equipment

Specification Section 16120 Soldering - Electrical

Specification Section 16151 Motors - Induction for Radioactive
Service

Specification Section 16610 Electrical Requirements for Packaged
Mechanical Equipment

Specification Section 17857 Local Control Panels for Pour and Drain
Turntables

Specification Section 17886 Instruments Furnished with Mechanical
Equipment Load Cell Signal Conditioner
~ Pour and Drain Turntables

Specification Section 17908 Instruments Furnished with Mechanical
Equipment - Pour and Drain Turntables

CONTRACT DRAWINGS
Drawings as listed in Attachment A.
RELATED DRAWINGS
Drawings as listed in Attachment B.
1.4 DEFINITIONS

ATP Acceptance Test Procedure

CMTR - Certified Material Test Report
DTT - Drain Turntable
FAT - Factory Acceptance Test
NDE - Nondestructive Examination
PT - Liquid Penetrant Examination
PTT - Pour Turntable
TID - Total Integrated Dose
1.5 SYSTEM DESCRIPTION

In the Melter Cell, highly-radicactive liquid wastes are melted in

a refractory-lined steel vessel at a temperature of 2000°F.

During normal operations the glass melt exits the pour spout into

?ort§b1e stainless steel canisters placed on the Pour Turntable
PTT).

1oswo§15\gs:scs\ma\mom. PO6B-14601-3
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. The PTT will be stationed on tracks {part of the track and catch

pan assembly, RA-130-009 and -010, Specification Section 14604)
which extend under the melter. During filling of the canisters
the glass level will be monitored by a turntable-mounted weighing
system and an external gamma ray detection system. Electrical
power to drive the PTT and positioning and weighing
instrumentation will be provided by cable connected through the
cable reel assembly (Specification Section 14603) mounted on a
support frame at the south end of the tracks. If for any reason
the melter must be emptied, it will be emptied into canisters
positioned on the drain turntable (DTT). When the melter is
completely drained, the PTT will be moved south on the tracks to a
position clear of the melter. In the event of a drive system
power failure, the turntables may be moved out from under the
melter by a steel cable hooked to the overhead crane.

A1l canisters, assemblies and subassemblies are designed to be
removed or replaced by a remotely-operated impact wrench and
overhead crane. Required electrical power is supplied by jumpers
and cable reels that connect each component from the wall nozzles
in the Melter Cell to the PTT.

1.5.1 Turntable Cart Drive

The turntable cart drive wheels are connected through an electric
clutch to a variable speed reversible 3/4 hp motor.

At high speed, the 1750 rpm motor drives a 535:1 gear reducer
which drives the turntable assembly along the track at .5 in/sec.
At a point approximately 9 inches from the end stop, a limit
switch on the turntable contacts the end stop housing which
reduces the motor speed to 175 rpm and reduces the travel speed
.05 in/sec. As the adjustable stop contacts the fixed end stop on
the track, a second limit switch shuts off the drive motor.

1.5.2 Turntable Spider Drive

The turntable contains a set of remoteable dollies and canisters
which travel on two concentric machined rails mounted to the
turntable frame. The dollies and canisters are driven by a
variable speed, 3/4 hp reversiblie motor through a gear reducer and
drive shaft. At high speed the 1750 rpm motor drives the 1167:1
gear reducer to rotate the dollies and canisters at 1/4 rpm,
corresponding to a linear speed of .94 in/sec. At a point
approximately 9 inches away from the pour spout centerline a limit
switch is triggered to reduce the motor down to 175 rpm, which
reduces the canister speed to .094 in/sec. As the canister
approaches the pour spout, the trigger trips another limit switch
which shuts off the motor.

3/25/03 2:15pm -
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1.6 SUBMITTALS
Submit the following in accordance with the Vendor Drawing and
Data Requirements section of the Order/Subcontract.
1.6.1 Operation and maintenance data in accordance with Specification
Section 01730.
1.6.2 Hand1ling, shipping and storage procedures shall be submitted for
Buyer review.
1.6.3 Acceptance Test Procedures (ATP) and checklist shall be submitted
for Buyer approval in accordance with Paragraph 2.4.3.1.
1.6.4 Seller's Material Control Procedure shall be submitted for Buyer
review in accordance with Paragraph 2.1.2.2.
1.6.5 Detailed Procedure for Final Dimensional Check shall be submitted
for Buyer approval in accordance with Paragraph 2.3.2.2,
1.6.6 Interchangeability Dimensional Record Drawing shall be submitted
for Buyer review in accordance with Paragraphs 2.2.1 and 2.3.2.1.
1.6.7 Certified Material Test Reports (CMTRs) shall be submitted for
Buyer review in accordance with Paragraph 2.1.4.1.
1.6.8 Weld Repair Procedure shall be submitted for Buyer approval in
accordance with Paragraph 2.2.2.1.
1.6.9 Nondestructive Examination (NDE) procedure shall be submitted for

Buyer review in accordance with Paragraph 2.3.1.1.

1.6.10 Test reports and inspection results shall be submitted for Buyer
approval in accordance with Paragraphs 2.1.4.1, 2.1.8.1., 2.3.1.1,
2.3.2.1 and 2.4.1.3.

1.6.11 Support facilities descriptions shall be submitted for Buyer
approval in accordance with Paragraph 2.3.2.3.

1.6.12 Dimensional Records shall be submitted for Buyer approval in
accordance with Paragraph 2.3.2.1.

1.6.13 Descriptions of mixing, preparation and forming methodology to be
used in installing insulation materials shall be submitted for
Buyer review in accordance with Paragraph 2.2.7.

1.6.14 A load test report verifying the test strength of the swivel in
Contract Drawing H-2-120422 shall be submitted for Buyer review.

1.6.15 A record of heat treatment for all applicable hardware shall be
submitted for Buyer review.
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A procedure to determine defects greater than 0.012" shall be
submitted for Buyer approval.
CLASSIFICATION OF SYSTEMS AND COMPONENTS
(Not Used)
PROJECT OR SITE ENVIRONMENTAL CONDITIONS
Climatic and Geographic Site Conditions
A. Site Elevation 714 feet above sea level
B. Barometric Pressure 14.3 psia

Operating Environment

A. Normal Temperature Range 60°F to 104°F

B Design Basis Temperature 104°F

C. Relative Humidity Not contro]]ed

D Radiation Level 3 x 10° rads (TID, 10 years)

PART 2 PRODUCTS

2.1

2.1.1

2.1.1.1

2.1.1.2

3/25/m3 2:15%pm

MATERIALS AND EQUIPMENT

This specification section is in reference to the following
equipment:

Equipment No. Equipment Name
RA-130-001 Pour Turntable
Materials

Components used in fabrication shall be in accordance with the
Contract Drawings. Fabrication materials shall be as follows,
unless otherwise noted in drawings.

All stainless steel plate, sheet and strip shall be in accordance
with ASTM A240, Type 304L, hot rolled, annealed and pickled.
Blasting as a descaling method shall not be permitted.

All stainless steel bars and shapes shall be in accordance with
ASTM A276, Type 304L, Condition A and Class C.
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2.1.1.3 Stainless steel structural bolts shall be in accordance with
ASTM A193/A193M, Grade B6, Type 304.
2.1.1.4 Stainless steel structural nuts shall be in accordance with
ASTM A194/A194M, Grade 8M or equal.
2.1.1.5 Stainless steel pipe and tubing shall be in accordance with
ASTM A312/A312M.
2.1.1.6 The turntable speed reducer and gear train shall both be in
accordance with AGMA 420.04.
2.1.1.7 The drive train bearings shall be in accordance with AFBMA 9,
AFBMA 11, AFBMA 20 and AFBMA 21.2 as applicable.
2.1.1.8 Electrical cable and equipment shall be in accordance with
Specification Sections 16120 and 16610.
2.1.2 Material Contamination
2.1.2.1 Specification Section 13252 provides requirements for materials
used in contact with austenitic stainless steel and non-ferrous
metals. This specification section applies to all materials.
2.1.2.2 Upon completion of fabrication, examination and tests by Seller,

the metal surfaces shall be in accordance with the requirements of
Specification Section 13252. Seller's Material Control Procedures
shall describe the actions to be taken in the event of material
contamination. They shall also address the cleaning and
protection of materials as required.

2.1.3 Surface Finish

2.1.3.1 Unless otherwise specified on Contract Drawings, surface finish
for various material forms shall be as follows: Plates shall be
finished in accordance with ASTM A480/A480M Section 10,
Paragraph 10.1.2, hot-rolled, annealed and pickled No. 1 finish.
A shot or grit-blasted surface is not acceptable. Sheets shall be
finished in accordance with ASTM A480/A480M Section 8,
Paragraph 8.1.2, No. 2D finish. Strips shall be finished in
accordance with ASTM A480/A480M Section 9, Paragraph 8.1.1, No. 2
finish.

2.1.3.2 Unless otherwise specified on the Contract Drawings, machined
surfaces shall have a 125AA finish in accordance with
ANSI/ASME B46.1.

2.1.3.3 No arc strikes, nicks, gouges or other surface defects are
permitted. Defects greater than .012 inch in depth shall be
repaired by welding and grinding to restore original surface
contour. Defects of lesser depth shall be removed by grinding or

LS, P CEIPOEBN1 48010 PO6B-14601-7
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2.1.4
2.1.4.1

2.1.5
2.1.5.1

2.1.6
2.1.6.1

2.1.6.2

3/25/83 2:15pm

Rev. 0

polishing. Grinding shall be performed using 125 grit or finer
abrasive wheels. No defects or grinding marks deeper than those
left by a 125 grit abrasive wheel are permitted.

Material Control

One {1} copy of Certified Material Test Reports (CMTRs) shall be
provided for all material and submitted for Buyer review.

Equipment Provided by Seller

The equipment to be furnished shall be built to print and in
accordance with the Related Requivements listed in Paragraph 1.3,
the Contract Drawings and this specification section. Seller's
work includes: furnish materials, manufacture, assemble, test and
deliver the following compuments in accordance both with the
Contract Drawings and this specification section:

A. A pour turntable assembly complete with cart drive, turntable
drive, canister dollies, canister guides and canister
weighing system.

B. A1l wiring, pull and junction boxes, electrical hardware,
conduit and conduit installation as shown on the Contract
Drawings and in accordance with Specification Section 16610.

C. Any special tools and accessories required for installation
or operation.

D. Seller shall also provide facilities to measure and test the
assembled turntable system as described in Paragraphs 2.3
and 2.4 of this specification section, including framework
and support for dummy pour spout structure.

Equipment Provided by Buyer:

For testing:

Four test canisters (dummy fill mot included).

For incorporation into component fabrication (equipment provided
by Buyer):

A. Upper and lower electrical connectors (PUREX connectors).

B. Internal electrical components for the upper and Tower
connectors.

106WOLS. \SPECS\POSBL14601-0. P06B-14601-8



U.S. DEPARTMENT OF ENERGY FLUOR DANIEL, INC.
Hanford Waste Vitrification Piant Advanced Technology Division

Richland, Washington

Fiuor Contract 8457

DOE Contract DE-AC06-86RL10838

2.1.7

2.1.8
2.1.8.1

2.1.8.2

25/93 2:15pm

Rev. 0

Contract Drawings

Buyer's Contract Drawings for the PTT assembly and components have
dimensional requirements that have been established to meet
definite interface points. It is imperative that these interface
dimensions be achieved for operational purposes.

Drawing H-2-120302 shows the dimensional interface for the PTT.

Design Features, Considerations
Remoteability

Once radioactive wastes are introduced into the Melter Cell,
manned entrance will no longer be possible for operation or
maintenance. Therefore, all components are designed to be
remotely removable (hereafter referred to as "remoteable") by
means of an overhead crane into less-radioactive areas for
decontamination and maintenance. Furthermore, to the extent
possible, assemblies are designed with remoteable subassembly
modules to allow ready replacement of components without the
necessity of removing and decontaminating the entire assembly.
The following turntable subassemblies shall be remoteable:

Pour Turntable

Spider Drive Motor Assembly
Cart Drive Assembly
Canister Guide Weldments
Canister Dolly Assemblies
Fixed Stop Assembly

Load Cell Assembly

Each of the above subassemblies incorporates a lifting bail which
can be engaged with the overhead crane hook or, in the case of
heavy components, with lifting trunnions which can be engaged with
a special lifting yoke suspended from the crane hook.

When suspended, all remoteable assembiies and subassemblies must
be level within 2 degrees by proper placement of 1ift points
and/or by counterweighting to assure proper engagement with
alignment dowels and studs, except as noted on Contract Drawings.

Seller shall demonstrate and document the remoteability and
balance of all applicable components in accordance with
Paragraph 2.4.3. '

A1l purchased rotating equipment (motors, gear boxes, bearings,
etc.) shall be of a design that can be lubricated with CHEVRON
SRI-NLGIZ grease or equal. Seller shall clearly indicate the
appropriate lubricant level on the equipment. These items shall
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be cleaned and repacked with the above-mentioned lubricant at
assembly prior to installation at the facility.

2.2 FABRICATION AND MANUFACTURE

The pour turntable and components shall be fabricated in
accordance both with this specification section and PTT Assembly
Drawing H-2-120302.

2.2.1 Interchangeability

Each remoteable assembly must be interchangeable with spare
assemblies. This requires that all mounting surfaces be precisely
located in three planes.

To ensure interchangeability of subsequent assemblies the close
tolerance requirements shown in Contract Drawings shall be
strictly adhered to. Seller must conduct all close tolerance work
with respect to established datum references. Work shall be
performed under controlied temperature conditions as deemed
necessary in order to achieve and maintain specified dimensions
and tolerances. The reference temperature for dimensions and
tolerances is 68°F. Seller shall complete the Dimensional Record
Drawing H-2-120460 and submit for Buyer review.

2.2.2 Welding

A1l welding and ND